A REGULAR DIP IN YOUR TANK makes 


sure your finish performs . . 


Keeping a watchful eye on your finish, 
even after it is delivered, is one of the ways 
Sherwin-Williams safeguards trouble-free 
performance of your finish . . . on the pro- 
duction line and on your product in use. 
dip tank operations 
ranging from 1,500 gallons to 5,000 gal- 
lons and more, Sherwin-Williams Tech- 
nical Servicemen regularly take samples 
to be sent to the laboratory for stability 
checks. Viscosity, specific gravity, drying 
time, skinning, settling, film gloss and 
shade among other things, are checked 


For instance, on 


against original formulation. 


SHERWIN-WILLIAMS 


e 301 


. at both ends of the line! 


You get a report with any necessary 
adjustments recommended. This assures 
smooth production line operation as well 
as customer satisfaction ... both ends of 
the line are covered. 

Whether you make appliances, furni- 
ture, or metal or wood products of any 
kind, make sure at both ends of your line. 
For facts, call your nearest Representa- 
tive, or write: The Sherwin-Williams Co., 

\ General Industrial Divi- 

« sion, Cleveland 1, Ohio. 
In Canada: 2875 Centre 
Street, Montreal. 
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HAVE YOU TRIED THIS 
EXTRAORDINARY 
CLEANER? 





Oakite Rustripper removes rust and heat scale in 
the same operation that removes oil. It avoids 
hydrogen embrittlement, damage to machined 
surfaces and other disadvantages of acid pickling. 





Have you taken the four good steps? 


o7 


How can cleaning costs be reduced 33% while 
cleaning quality is being improved? 

See pages 7 and 8 of booklet. 

What are four easy ways to improve the average 
rinse tank? See page /0. 

What causes hydrogen embrittlement during 
electrocleaning? What is the remedy? 

See pages 15 and 16. 





application of reverse current. 


ae 
Do you need a brass cleaner 
that gives better protection 
against tarnishing? 
Oakite has a new brass cleaner that provides 
scientific protection against the oxygen that tar- 
nishes brass and other copper alloys during the 





OAKITE PRODUCTS, INC. 
20 Rector Street, New York 6, N. Y. FREE 

Send me the FREE booklets indicated below: For further 
{] Here’s the best shortcut in the field of electroplating information, 


[ Four good steps toward better electroplating on steel ask for 
booklet 


] What’s NEW for electrocleaning brass and other 
copper alloy 
OAKITE 


NAME_ 


COMPANY 





ADDRESS... 
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Unequalled 
barrel finishing 
... with 4 different 
TUMBLEX” abrasives 





The long experience of Norton engineers has 
brought the value-adding, cost-cutting “Touch 
of Gold” to barrel finishing. To you, this means 
prompt aid in solving finishing problems. Just 
send sample parts, ranging from tiny needles to 
hefty forgings, to the Norton Sample Processing 
Department, You'll get helpful recommenda- 
tions as to the type and size of Tumblex material 
to use plus other data on the equipment and 
methods you need most. Write to Norton 
Company, Worcester 6, Mass.’ for a copy of 
the newly revised handbook on barrel finishing. 
Distributors in all industrial areas, listed under 
“Grinding Wheels” in your phone book, yellow 
pages. Behr-Manning Company, Troy, N. Y., 
division of Norton Company. Export: Norton 
Behr - Manning Overseas Incorporated, 
Worcester 6, Mass. 

G-324 





ALUNDUM* Tumblex “S”. Newly 
developed bonded spheres that 
easily get into areas where other 
abrasive shapes can’t reach. Ex- 
ceptionally dense and long last- 
ing, for top barrel finishing in 
many applications. In five differ- 
ent sizes. 


ALUNDUM Tumblex “T”, Bonded, 
triangular shape, and fast cutting 
for special mapas parts. Tri- 
angular form prevents wedging in 
work slots or holes, Available in 
four sizes. 


ALUNDUM Tumblex “A”. The work- 
horse for general barrel finishing. 
Performs several operations at 
once, removing flash, scale, tool 
marks and burrs, while forming 
radii and finishes to required mi- 
croinch. Made in eleven sizes. 


Tumblex “‘N”. Natural stones, of- 
fered exclusively by Norton, for 
high lustre, especially on die cast- 
ings and soft metal. Rounded uni- 
form shape brings out the most 
desirable color of finished parts. 
In seven sizes. 








WNORTONY 


ABRASIVES 


Gulaking better products... 
to make your products better 


Wheels 





lata 
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NORTON PRODUCTS: Abrasives « 

Grinding Machines ¢ Refractories 

BEHR-MANNING PRODUCTS: Coated Abrasives 
Sharpening Stones * Behr-cat Tapes 


Grinding 


*Trade-Marks Reg. U.S. Pat. Off. 
and Foreign Countries 


March, 1957 





From H-VW-M come 
better methods 





Cadmium Plating Costs 
Cut With CADALUME, 
This new H-VW-M formula 


® Eliminates most bright dipping 


®@ Increases brightness range 10% 

© Improves distribution in all tanks 

©@ Speeds plating time by 10% 
CADALUME simplifies the cadmium 
plating process—makes it profitable 
for job shops and plating plants 


LONGER LIFE 80,000 AMP HOURS A GALLON 
LOWER COSTS 10% FASTER: 10% BRIGHTER 
BETTER DISTRIBUTION CADALUME STAYS STABLE 


Long-life plus economy th eynote 
Once a new bath made 
MAKE-UP BRIGHTENER xisting 

all plating is done with single-solution, stable CADALUME 
BRIGHTENER. Keep your cadmium plating costs low 
Get all the facts. Write for the New Cadalume Technical 
Manual-today. Hanson-Van Winkle-Munning Company, 
Matawan, New Jersey. Offices in principal cities 


of CADALUME 
with CADALUME 


bath converted 








f PLATEMANSHIP 
\ Ww “VW- a] 
* : . J 


Hanson-Van Winkle-Munning Company, Matawan 
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New Jersey. Offices in principal cities 
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STRIPPING 
ENAMEL. .. 


IMMERSED . . . THE WATCH STARTS! 


SAVING 


TIME a 
48 


15 SECONDS . .. WRINKLING TAKES PLACE! 


MI 


AT WORK 





25 SECONDS .. . STRIPPING COMPLETED! 


25 seconds from immersion to completed strippin 
That’s the fast, dramatic story of ENTHONE Enamel Stripper 
S-18 in action — another example of Enthonics at work. 


Enthone Enamel Stripper S-18 is the modern organic stripper developed for removing the 
newest organic finishes such as Epon or Epoxy coatings and many synthetic enamels from 
copper, copper alloys, steel and aluminum, 

For the right strippers to solve your organic stripping problems fill out a questionnaire 
we'll send at your request; return it with typical samples of your work. Enthonics will 
find the answer . . . without obligation! 


And ask for your copy of the “Enthone Check List” of literature covering more than 60 
products and processes developed for modern electroplating and metal finishing 


BRE Ne RRR PERI  48 85 PDR OREN OREN ne TRIO SE rt AE CE ROE 


RE EET ee 442 Elm Street, New Haven 11, Connecticut 
le N if nl ©) IN ie Representatives and Stock Points 
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have your silk screens 
made by NAZ-DAR! 


Silk, Nylon or Metal Cloth 

@ Prompt Delivery anywhere in U. S. 

@ Absolutely TAUT screens for perfect 
registry to last impression of run. 

@ Perfect reproduction of your black 
and white drawing. 

@ Prepared by experienced technicians. 

PERFECT FOR 
TV SETS NAME PLATES TOYS DIALS 
ASH TRAYS CHASSIS PRINTED CIRCUITRY 


Use NAZ-DAR Weatherproof 
Silk Screen Enamel 
Uniformly high opacity 


Write today for screen and ink information, 
Dept. P-6. 


The NAZ-DAR Company 


461 Milwaukee Ave. + Chicago 10, Ill. — 


inks « varnishes « lacquers « silks 
screen plates * squeegees « films 


SCRATCH BRUSHES 


raat 


“For Platers, Silversmi hs, Jewelry Mfgrs., 


Makers of Watches, Clocks and 
Electronics and other metal finishers. 
Supplied in straight or crimped brass, steel, nickel 
silver or stainless steel wire in sizes .0025 to .006 
and in bristle, fibre or Nylon. Special sizes and 

shapes to order 
Write (Dep’t. P) on your letterhead for 
catalog and price list 


DIXON & RIPPEL, INC. 


ESTABLISHED |! 


cr 
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REVERSING 
—femmrS EXTRUSION 


Mei FINISHER 


for LOW COST, VOLUME PRODUCTION 
FINISHING OF EXTRUSIONS, 
TRIM AND MOULDINGS 


The Hammond Reversing Ex- 

trusion Finisher is the modern 

method for finishing extrusions, 
trim, and mouldings 


Preduction is increased ‘ uniform 

finishing is assured labor costs will be 

reduced, when hand operated machines and 

methods are replaced with this modern finisher 

Two-Head Machine shown . . . any number 

of heads, and length of conveyor, can be 
supplied to suit your job. 


SEND SAMPLES and we will show you how much you 
can speed up production and cut costs 


1622 DOUGLAS AVE. ° KALAMAZOO, MICHIGAN 
SEE US AT BOOTH 165—-WESTERN METAL SHOW—LOS ANGELES “MARCH 25 - 29 
ore 310 on Reader Serv ard 
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EQUIPMENT 
INVESTMENT COSTS 


the Outstanding NEW 
Process for Cleaning and 


PHOSPHATING METAL SURFACES for PAINTING 


@ No need to invest big money on expensive, 
capital equipment. Use PHOSTEEM, the only METALPREp 


low-cost production method for cleaning and GALVAPREp 
LYFANITE 


phosphating Cabinets, Trucks, Trailers, Busses, p 
Air Conditioners, Farm Implements, Caskets PRepereEM 

and Large, Bulky Equipment. PHOSTEEM -N-COTE 
provides top corrosion resistance and assures heer OTHER 
paint durability. The equipment cost is very se Reonditioning 
low, within reach of the smallest manufacturer Picwhane 
. . . Adaptable for any kind of metal: Steel, Products gg 
Aluminum, Galvanized, etc. STEEL, ALUMINUM 


Z 
Get the FACTS Now! INC, CADMIUM, ete, 
Ask for Phosteem Bulletin 55-137 


NEILSON CHEMICAL CO. 


Allentown, Penna. 


Southeastern Distributor: 
F. H. ROSS CO. 6561 Benson St., Detroit 7, Mich. Los Angeles, Cal. 
Windsor, Ontario 


Charlotte, North Carolina 





Forn ¢ 1ata rcle 311 on RK 1a 
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Rips The “Skin” Off The Toughest Finish 


FAST! 


¢No silicosis health 
hazard—safe, clean 

* Faster cutting, sharp- 
est material known 

+ Longer lasting, reusa- 
ble many times over 

* Moisture-free, no 
packing due to damp- 
ness 

* Leaves surfaces abso- 
lutely clean—no de- 


posits 
* Gives highest degree 
of etch—better bond- 


ing. 


WRITE TODAY for technical 
brochure covering this NEW 
low-cost product in full. Six 
grades available for any de- 
gree of etch—specify need. 


FREE WORKING SAMPLE (shipped to you at no cost) 


4 


EAUTY 


MANUFACTURED AND DISTRIBUTED BY 


H. B. REED & CO., INC. H. B. REED CORP. 


6618-0 Kennedy Ave., Hammond, Ind. 91-0 Passaic St., Passaic, N. J. 
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Barrel Platin ge by Stevens 
Really Cuts Costs SA 


Since Stevens first introduced the Automatic Barrel machine scores of 
industries have enjoyed these operational advantages. Check them against 
your present operations. 


Ls Lh Al Pol SOLS —In most cases, one unskilled employee 
can operate the machine. 
CEOS SS — Including cleaning, pickling, chro- 
mate treatments, plating, bright dip and drying. 

ed his 8 ae el Nile — No barrel lids to fasten and unfasten during 
automatic loading and unloading. 


ets Bares icm — No mixing of parts. Becomes a part of a straight 


line production system. 


oda 21 tamale’ 438s — Occupational health hazards eliminated with 


ventilation of equipment. 


UT ize) dhe ane) ae ae ei — Accurate plating cycles timed to meet your 


requirements. 
shee hae’ .\ bee cele eile). m ——Does not need special buildings—Can 
be moved at any time. Low head room. 


e324. 197-¥-16 — Scores of machines in use. Machine design and con- 


struction constantly improved. 


fe) ieee ee — for average operation lowest initial machine costs. 
we aN bit (eee em —Proven over years of use and in varied 


operations. 


Let a Stevens Sales Engineer show you how you can cut costs in your 
f k k D E k | ( B. plating operation with a Stevens Automatic Barrel. Write us direct 


Frederic B. Stevens, Inc., 1816-18th Street, Detroit 16, Michigan 
METAL FINISHING EQUIPMENT AND SUPPLIES, FROM 
CASTINGS OR STAMPINGS TO FINISHED PRODUCT 


INCORPORATED BRANCHES: 
Buffalo + Indianapolis +» New Haven 
DETROIT $6, MILB In 4H Offices in Principal Cities 
“or more data circle 313 on Reader Service Card 
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How to add 


the beauty of PEARL 
to your finish with 
NACROMER® 


ses 


Pe sn 


It’s easy: Simply by adding a small 
amount of Nacromer to your regular 
coating material*, you add a beautiful 
pearl-like lustre to your finish. The 
range of effects that can be achieved by 
also adding transparent pigments or 
dyes is amazing. For example, it is being 
used to get beautiful gun metal, gold and 
silver finishes. It transforms the char- 
acter of standard colors to achieve 
unique effects. Nacromer will make a 
finish that will enhance the beauty of 
your product .. . increase its sales- 
appeal! 

From a cost viewpoint, Nacromer is 
practical. You use your present method 
of application — brush, spray, or dip — 
without additional labor or equipment 


required. And, because only a small 
quantity of Nacromer is necessary, and, 
the cost of the Nacromer is so low, the 
added cost is negligible. 


Nacromer is versatile, too! You can 
use Nacromer on practically any mate- 
rial — wood, metal, plastic, leather, and 
paper are just a few. Nacromer is per- 
manent and safe! 


If eye-appeal plays an important role 
in the sale of your product, you can 
benefit from the distinctive, different 
kind of pearl-like finish Nacromer gives. 
A demonstration sample will show you 
the difference Nacromer makes on the 
same kind of material you use — just 
mail the coupon to get your sample. 


*Nacromer is not suitable for use in pigmented enamels, high temperature bake-type 
synthetic resins containing formaldehyde, or paints. It is suitable for use over these 


coatings in a clear enamel or lacquer. 


the 


March, 1957 


ed fi | corporation 


“World's Largest Producers of Pearl Essence“ 
Waverly Place « New York 14, N.Y. 


Please send a demonstration sample of a 
Nacromer finish on 


[] wood [] metal [] plastic [] other 


Name Title 
Company 
Address 
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NEEDS: 


new design 
for crucial 


metal cleaning pe 5 
and treating | 


SELECTION: 


Compact side-by-side design of belt con- 
veyor type Wash, Rinse & Hot Air Blow-Off 
Machine saves 40 sq. ft., permits inclusion 
of 12’ of cooling, and makes 1-man opera- 
tion possible, since load and unload are at 
same end. Note how phosphatizing machine 
2,345 sq. ft. of metal cleaning equipment. is mounted above for 7’6” headroom, with 
That’s why Briggs & Stratton Corp., the its blow-off section overhung to save plat- 
world’s largest manufacturer of 4-cycle, form cost. 


You can’t afford to take chances on over 


single cylinder, gasoline engines insisted on 
CINCINNATI. Ingenious use of suspended, 
platform-mounted and U-shaped units 
with transfer conveyors fits all 4 machines 
into just 765 sq. ft., reduces manpower 


and maintenance. 


You can rely on CINCINNATI experts. 


Write today for details. 


“U" shaped Five-Stage Phosphatizing Unit 
plus oven actually forms ‘‘S’’ shape, clears 
area below. 


CLEANING and FINISHING 
MACHINERY COMPANY 
2008 Hageman St., Cincinnati 41, Ohio 


For more data circle 315 on Reader Service Card 
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Ordering Solvents 


or Chemicals? 


ONE CALL 
DOES IT 
ALL! 


products of the 
SOLVENTS and 
CHEMICALS GROUP 


Aliphatic Petroleum Naphthas 
Alcohols and Acetates 
Alkanolamines 

Aromatic Solvents 
Petroleum and Coal Tar 
Chiorinated Paraffins 
Chlorinated Solvents 
Dowanols and Glycerine 
Glycols and Glycol Ethers 
Ketones and Ethers 
ils-and Fatty Aci 
Plasticizers 
Resinates-Sodium and Potassium 
Rosins-Gum and Wood 
Stearates 
Terpene Solvents 
Waxes 


AMSCO SOLVENTS & CHEMICALS CO 

4619 Reading Road —Eimhurst |-4700 

Cincinnats 29, Omo 

BUFFALO SOLVENTS & CHEMICALS CORP 

Box 73, Station B—Bedtord 1572 

Buffalo 7, Mew York 

CENTRAL SOLVENTS & CECA co 

2540 West Flournoy Street — Seley 3-0505 

Chicago |2. ithnors 

OIXIE SOLVENTS & CHEMICALS CO 

Oinie Highway at Appleton Lane -tmerson 86-5828 

Lourswille 16, Kentucky 

neous SOLVENTS & CHEMICALS CORP 
D Luett Ave —MElrose 8-136 

ing Janapoli $22, ind 

Neison Road East 

Fort Wayne 8, ind 

MISSOURI SOLVENTS 4&4 CHEMICALS CO 

419 De Soto Ave ~-GArfieid |.3495 

St Lows 7, Missourr 

1$22 Nicholson Ave —CHestnut 

Kansas City 20, Missour 

OHIO SOLVENTS & CHEMICALS CO 

5470 W 140th St —CLlearwater 7 

Cleveland |}, Ome 


Anthony 0213 


3223 


00 


What you want... 
all with just one phone call! That's the new “department store” way 
to order solvents and chemicals. It's the modern distribution system 
that saves you time, work and money 


when you want it... where you need it . 


One Order! Ger top-quality products made by America’s 
leading producers ... 
or tank cars. 


delivered in drums, tank trucks, transports 


One Delivery! Your order delivered within 24 hours in most 
cases through 17 service locations. 


One Invoice! in many instances, orders for several products 
can be combined to give you even lower costs. 


One Payment! Lower receiving costs and less paper work 
mean extra savings. You can maintain lower inventories and get 
insurance savings, tool 

Investigate this modern, time-saving, money-saving service. Call your 
nearby member of the Solvents and Chemicals Group or write 


SOUTHERN SOLVENTS o GUEINCALS CORP. 
917 Jeflersen naa ?.0. Box 406 
Cer ren 


roliton 
New Orleans 18, Lowisians 
TEXAS SOLVENTS & CHEMICALS CO. 
850] Market pen Cemnere 2-668) 
Houston 29, Tex: 
7500 Vinson Street - 
Dalles 12, Texas 


TOLEDO SOLVENTS §  CNSINCALS co. 
4051 South Avenve— jordan 3 
Totede 14, 
WESTERN onyvenre & & CHEMICALS CO. 
6472 Sethirk Ave. —WAln: 
Detroit 11, Mich. 
weereen SOLVENTS & CHEMICALS CO. 
(CANADA) L 
1454 Crawtoré te —CLeerweter 2-933 
Windsor, Ontane, Canadas 
wrecenass SOLVENTS $s CHEMICALS CORP. 
9 South — st 
4, Wisconsin 


FEderal 1-5428 


~— GReenfield 6 


weavenans SOLVENTS & CHEMICALS CO. 
7940 Stafford Avenuve—(Herry 5-9111 
Grand Rapids 8, Michigan 


THE SOLVENTS AND CHEMICALS GROUP 
2540 West Flournoy Street * Chicago 12, Illinois 


1957 


products finishing 13 








Automatic voltage control 
contains no moving parts or 
electronic tubes. 


This tube contains time- 
proven General Electric ger- 
manium cells, each hermet- 
ically sealed in stainless- 
steel-ceramic enclosure for 
maximum corrosion resist- 
ance. 


Transformer 


Reactor provides instant, 
stepless control plus built-in 
short-circuit protection. 


Powerful blowers supply 
high-velocity cooling air 
blast (red line) past cells, 
through reactor and trans- 
former. 








General Electric announces a 


TO: GENERAL ELECTRIC COMPANY 
Section 463-15E, Schenectady 5, N. Y. 


Gentlemen: 


Please send me bulletin GED-2934, ‘‘“General Electric Auto- 
matic Germanium Plating Rectifier.’ 


NAME 





COMPANY 
ADDRESS 
CITY ZONE STATE 














Progress /s Our Most Important Product 


GENERAL @@ ELECTRIC 











RELEASE THIS MAN FOR MORE PRODUCTIVE WORK... no further need for him to 
continually correct output in order to get high-quality work. Just set it and forget 
it. This unit corrects faster, more accurately than the most skilled operator. You 
get uniform power for most profitable plating. 





NEW line of | low-priced automatic 





germanium plating rectifiers 


Examples: 9-volt/1500-amp, $1890; 12-volt/1000-amp, $1750 


COMPLETE with remote, automatic voltage control 


Here’s the biggest advance in plating 
rectifier technology since the introduc- 
tion of germanium: automatic control 
at low prices! 


With automatic control, you simply set 
the output you want on the remote-con- 
trol panel. This output is maintained 
automatically, regardless of changes in 
tank load or variations in a-c input 
voltage. The result is a uniform product 


from rack to rack—not too much depo- 


sition, which wastes valuable anode 
material, time, and labor; not too little 


deposition, resulting in costly rework. 


Ratings are now being built from 6-volt/ 
750-amp to 250-volt/140,000-amp, air- 
cooled and water-cooled. Ask your 
General Electric plating equipment sup- 
plier for more information, or send in the 
coupon at left for bulletin GED-2934. 
General Electric Company, Schenectady 
5, New York. 
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Mechanized painting 














DeVilbiss Automatic Contour Spray Machines are a vital part of the finishing lines in the 
world’s most modern plants, turning out gleaming finishes in a variety of colors at low cost. 


Simultaneous painting of exterior and interior 
of these 5-gal. pails is typical of the versatil 
ity and efficiency of DeVilbiss automatics. 
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aliminates human errors 


DeVilbiss automatic spray machines consistently turn out paint 
jobs to perfection . . . on products of practically any size and 
shape. Split-second timing and accurate gun positioning cuts 
paint waste to a minimum, and ensures absolute uniformity of 
finish on every part. And these results are attained with high- 
volume production at remarkably low cost! 

For example, the DeVilbiss Automatic Contour Spray principle, 
represented at left, is an adaptation of one of DeVilbiss’ many 
standardized automatic spray machines — and is built to specific 
requirements so that flawless finishes are ensured with the 
highest possible efficiency. 

Whether your production is large or small, an automated 
finishing operation like this, with a special or standard machine, 
would more than likely benefit your business. Without obliga- 
tion, we will test run your product in our Customer Lab . 
submit a report of actual costs, plus projected savings over your 
present system. Ask our nearby representative to make the 


arrangements for you now. 


THE DEVILBISS COMPANY FOR BETTER SERVICE, BUY 
Toledo 1, Ohio 


Santa Clara, Calif. * Barrie, Ontario DE Vi LBISS 


London, England 
ey) 


EVILBISS HELPS YOU GET THE MOST FROM THE SPRAY METHOD 


Branch Offices in Principal Cities 
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The Leading N 


" ”“ 
Type “U 
PATENT PENDING 
World's first suc 
cessful U-tube 
ACID Heater 
Guaranteed to 
and 
outlast all other 


outperform 


quartz heaters. 


Name in Immersion 








TyPe "MB” 


“Multi-Blade”, 
Metal-sheathed 
ALKALI Hecte: 

Portable, burn 
out proof, eusy 
mounting, long 
life 


type “GN” 


Pat. No. 2,740,881 
Standard straight 
tube Quartz 
ACID Heater 
—Vapor-proof 
junction box; re- 
placeable heating 


element 


If you're looking for 
ACCURACY—EFFICIENCY—LONG LIFE—and ECONOMY 
... you'll get it with Glo-QUARTZ! 


AF Lak ihe 


s 
AOR 
¢ 


yout E aclioplal ng os Natt ibulor rd 


Heating 


@ INSTANT HEATING 
@ SHORT-PROOF 


@ AVAILABLE IN ALL VOLT- 
AGES —WATTAGES, one 
and three phase 

@ STOCKED FOR IMMEDI- 
ATE SHIPMENT 


WRITE 
FOR 
BULLETIN 





Ule-QUARTZ ELECTRIC HEATER CO., INC. 


products 


WILLOUGHBY, 


For more data circl 


finishing 


OHIO 


Phone: Willoughby 2-552! 
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NOW. .. Finish Precision Parts with 


EXOLO 


Tumbling 
Abrasives 














Savings over old Hand Finishing 
Methods—50 to 80 Percent 


Today, scientific research has developed 
equipment and abrasives for better barrel 
finishing. Such an abrasive is EXOLON 
an electrically fused aluminum oxic 
resistant to fracture and extreme y hard 
EXOLON is pretumbled to produce rug 
ged shapes that stand up longer in oper 
ation. Results are always the sam«e 
batch after batch when operated in 
formulated finishing cycles. 


Precision parts shown above were barrel 
finished with EXOLON to a predeter 
mined stock removal and surface finish. 
W hether castings, stampings or machined 
parts, there is an EXOLON abrasive to 
meet your finishing neeJs 


Write for folder 
and recommendations ! 


An EXOLON 

ai: Z representative is 

EXOLON . available to help 
is used to barrel you with your 
finish scientific imstru- barre! finishing 
ment parts problems. 


do OH 


EXOLON Tumbling Abrasive is carefully graded 
in sizes from 2'/2 imches down to fine powders. 


tHE EXOLON company 


943 EAST NIAGARA STREET 


TONAWANDA, N.Y. 


Manufacturers of SILICON CARBIDE and ALUMINUM OXIDE ABRASIVES 


lata 
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NEW 
SHAPED, 
EXTRUDED 
APW 
SILVER 
ANODES 





CONTROLLED GRAIN SIZE: APW EXTRUSION PROCESS* 


controls grain size within definite limits — minimizes sheddings EES (AAT PLATE 


This Ff 


retain 80% of original active highly 


vht has been plated off! 
xed anode life, minimized polarization 
ned 
rusion Process controls grain size within 
on is smooth and uniform. Electro 


Shedding 1s virtually eliminated 


node is used m¢ 


will be engineered 








231 NEW JERSEY RAILROAD AVENUE + NEWARK 5, NEW JERSEY 


THE AMERICAN PLATINUM WORKS cy. 





(ENCELHARO INOUS TRIES ) 
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CASWAY ROLLACOATING 


SPEEDS PRODUCTION, SAVES ON LACQUER, GIVES SMOOTH FURNITURE FINISH 


FURNITURE MANUFACTURER 
USES ROLLACOATING TO 
GIVE SUPERIOR FINISH, 
SAVE ON MATERIAL... 


... and the Gasway coater paid for itself 
in five months’ time 


ilding a new line and had to! 


operations. Tops, end 


yjlony Furniture my 
pe sible cost in finishing 
r 0 & m ° fronts, in fact every component part had to b 
° 
conomical ll th 


without too high an 





$3 Rollacoater was installe 


yasway Mode 9 lled to erate » production line 
t 2 tir f the ce r. drvi 1s d - t, ee - se 
S 0 | u | 0 n cons g oO fi t rying oven n pr er y wood graining the 
. 
part ‘ ter Wa sed ppl oth prin nd finist 
= oo . . , +7 ne ana 





en plant, the 

t Litthe Rock, Arkansa 

Pe rhaps you can make sumilar savings 
pment. Why not call us in today. We 
vith you 


6463 North Ravenswood Ave. 
ehienss —_ SEND FOR COMPLETE FACT FILE ON ROLLACOATING 


LOOK TO GASWAY FOR EFFICIENT HIGH PRODUCTION COATING OF STRIP, SHEET OR PANELS 


For more data circle 322 on Reader Sery 
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You'll lift more than you can pull with a metal cleaner, too—if you can get your 
cleaner under the soil. That's the way you'll clean with... 


NEW (’ WASHING MACHINE 
(i CLEANER f 
Cowles QC Cleaner gets under the soil—even where pressure spray jets 


won't reach —wets the soil thoroughly —pries it loose —disperses and emulsifies 


loosened soil. 
All this in one quick trip through your washer 


WITHOUT OBJECTIONABLE FOAMING 


Get the complete story on this brand new » 
Cowles QC Washing Machine CLEANER 


SEND THIS COUPON — GET THIS TECHNICAL BULLETIN » 
ad 


7 





eS eninge ame ony 

~ Cowles Chemical Company | 
7016 Euclid Avenue « Cleveland 3, Ohio 

Send Technical Bulletin on Cowles QC Washing Machine 























| 

| Cleaner. CHEMICAL COMPANY 

| Name 
| a CLEVELAND 3, OHIO 
= 

ress 

| City State | ! 
L 
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Progress in Paint Finishing Methods 


Progress in paint finishing takes place in two ways. One is by the development 
of new or improved types of film-forming materials in the research and develop- 
ment laboratories of the paint manufacturer. The other is by the improvement 
of machinery and equipment for application of paint, by the equipment manufac- 
turers. Tremendous strides have been made in improving the spray method of 
paint application since its invention 82 years ago. Likewise, progress has been 
made by introducing other methods for applying paint. 

The series of articles entitled “A Survey of Paint Application Methods,” begin- 
ning on page 36 of this issue, will review methods of paint application and 
describe helpful techniques developed to make these methods more efficient. 

Commonly used methods of industrial paint finishing that will be discussed in 
these articles can be summarized as follows: hand spray painting, automatic spray 
painting, electrostatic spraying, dipping (manual or conveyorized), flow coating, 
roller coating, tumble painting, centrifugal dipping and finishing, hot paint spray- 
ing, airless spray painting, steam spraying, silk screen decorating. All of these 
methods came into being to help solve finishing problems, create new finishes, 
and/or achieve new economy and efficiency in paint finish application. To use 
these new methods and processes, different paint formulations often must be 
developed. Thus, the equipment manufacturers work with the finish formulators 
in helping the industry to make progress. 

Sometimes, in applying new finishing techniques advantages other than those 
first considered are found. The hot spray method, for example, was originally 
developed to save solvents, and apply a heavier coat of finishing material with 
each spray gun stroke. Now it has been found that there are advantages in hot 
spraying formulations with the normal amount of solvent included—important 
advantages such as improved quality and appearance and reduced rejects. Similar 
examples can be cited for some of the other methods. 

Finding new and better ways to do things is traditional in American industry. 
When there are so many different, yet efficient and effective ways to apply paint 
finishes now, it is difficult to imagine just what developments will come along 
tomorrow, next week, next year, and beyond that. 

The sure thing is that these new methods will come into being. And they will 
make possible better finishes, applied more economically. 





By HENRY STROW 
True Brite Chemical Products Co. 


ESSENTIALLY ALL BRASS plating 
solutions are cyanide solutions. In 
most other solutions there is a choice 
of types, but with the alloy plate of 
copper and zinc the conditions of 


successful plating are so narrow that 
cyanide complexes furnish the only 
presently successful solutions. 

One reason brass has been such a 
successful alloy plate is that it has 
a combination of desirable proper- 
ties. The color of brass deserves 
special mention. Starting with the 
red-pink of pure copper, there is a 
gradual transition through shades 
of bronze color until at about 80 
per cent copper and 20 per cent zinc, 
a yellow alloy is produced. These 
alloys continue to be yellow up to 
about 65-35, when a bronze tint 
with a pink cast is sometimes ob- 
tained. This occurs at the transition 
of the alpha to beta brass and is a 
comparatively unstable color. The 
yellow brass changes only slightly 
over the range of 80-20 to 70-30, 
and it is this yellow color that is 
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the most widely used. The range 
from 85-15 to 90-10 covers light 
bronze. The 85-15 alloy is also 
known as “richlow brass” and 
sometimes as “architectural bronze.” 

The early brass plating solutions 
were solutions of copper and zinc 
cyanide in a slight excess of sodium 
cyanide with a small amount of am- 
monia added. They were used at 
room temperature and the primary 
idea was to secure a color. Even to- 
day thickness specifications for brass 
plating are seldom used. Even when 
used there is seldom any reason for 
doing so, other than to secure some- 
thing more than a flash. Because of 
the lack of control and the lack of 
knowledge of proper conditions of 
operation, the current density pos- 
sible with these solutions was less 
than 5 a.s.f.; a uniform appearance 
over a wide range of current den- 
sities was unusual. 

Over a period of many years 
much has been written about brass 
plating. When we consider that 
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brass was plated over 60 years ago 
the amount of work on it is hardly 
surprising. 

Today, using conventional brass 
plating solutions, it is possible to se 
cure highly successful results. These 
solutions can match most of the 
special formulas in speed, can be 
controlled to produce uniform plate 
over a wide range of current den- 
sities with high efficiencies, and can 
be varied to produce almost any 
color of brass. 

A conventional brass solution can 
be operated to produce a heavy 
plate at average current densities of 
about 20 a.s.f. The brass solution, 
when checked by Hull Cell and 
other uniform current density tests, 
has a top potential of 35 to 40 a.s. 
f.; by minor modification of the so- 
lution it can be run even higher. 
The higher-speed solutions require 
much more careful control than low- 
speed solutions. 

High brightness can be obtained 
from a properly controlled brass 
solution. Starting with a bright sur- 
face, the brightness will continue to 
be good up to a thickness of 0.0001 
inch or even more. Even a much 
heavier plate will have only a slight- 
ly smoky color. On dull surfaces the 
brass plate will be dull. In general, 
solutions with a low efficiency are 
the brightest. 


Solutions and Operating 
Conditions 


A common formula for brass plat- 
ing is as follows: 
Copper cyanide 
Zine cyanide 
Sodium cyanide 
Sodium carbonate 
Sodium bicarbonate 


4.3 oz./gal. 
1.7 oz. /gal. 
6.0 oz. /gal. 
2 oz. /gal. 
2 oz. /gal. 
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Ammonia (26% 
approx. ) 1 pint, 100 gal. 
Analysis of this solution is as fol 
lows: 
Copper 
Zinc 
“Total” sodium 
cyanide 
pH 


3.0 0z 
0.95 oz. 


gal. 
gal. 


3.0 oz./gal. 
10.0 


The analysis of the solution 
should be considered at this time, 
especially since an explanation of 
“total” sodium cyanide is needed. 
Since the most convenient method 
of analysis of cyanide is by the use 
of silver nitrate, it should be noted 
that the stability of the silver cya- 
nide complex lies between the sta- 
bility of the zinc and copper cya- 
nide complexes. Accordingly, silver 
salts will take cyanide away from 
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anything to him 
best men.” 


“| really hate to say 


—he’'s one of our very 
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‘The formula given is an excellent one, and may be 
used for both still tanks and barrels.’’ 


zinc cyanide complexes but not 
from copper. By various empirical 
methods in the past, so-called free 
cyanide has been determined in 
brass solutions. The answer was so 
dependent on exact dilutions, pH 
of the solution and amount of ma- 
terials that it could not be duplicat- 
ed. Accordingly, none of the sug- 
gested methods for analyzing “free” 
sodium cyanide in brass solutions is 
recommended. 

Instead, the preferred method is 
to add a small amount of caustic 
to the sample, and titrate all the 
cyanide combined with the zinc 


plus any so called “free” cyanide. 
This method is accurate and repro- 


ducible. The same method is used 
for the determination of total sod- 
ium cyanide in zinc plating solu- 
tions; hence the name “total” sod- 
ium cyanide. 

The formula given is an excellent 
one and may be used for both still 
tanks and barrels. The amounts of 
copper, zinc and sodium cyanide 
may be varied over wide limits, so 
long as the ratio of one to the other 
is kept constant. Thus for still tank 
work a slightly weaker solution 
(about 2.5 oz./gal. of copper) would 
be recommended, and for high- 
speed barrel plating the amount of 
copper present should be about 3.5 
to 4.0 oz./gal. Other ingredients 
would be in proportion. 

The influence of changes in com- 
position may be summarized as fol- 
lows: the important ratio is the ra- 
tio of zinc to sodium cyanide. For 
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efficient operation it should be kept 
at about 3 to 1 (very low free cya- 
nide). For various reasons of anode 
solubility and solubility of the zinc, 
this is hard to maintain and the ra- 
tio is usually nearer 4 to 1. Good 
results are obtained over a general 
ratio of 3 to 1 up to 5 to 1. When- 
ever the ratio is over 5 to 1, the low- 
current-density areas are red and 
will even stop plating. High current 
density ranges are generally im- 
proved in appearance with high 
cyanide, and the upper current den- 
sity range is wider. Raising the cya- 
nide content will turn the plate red- 
der, and decrease the amount of 
zinc plated. 

The ratio of copper to zinc is not 
too important and only very slight 
color changes will occur with large 
changes in ratio of zinc to copper. 
For general stability reasons the 
copper to zinc ratio is maintained 
so that the copper and “total” sod- 
ium cyanide are about the same. 
This gives a sufficiently high zinc 
content so that zinc is not depleted 
in ordinary operation for eight 
hours or more, and uniform color 
can be obtained. 

The pH is an important condition 
of operation. Normally it is self 
regulated. At the optimum range of 
about 9.6 to 10.2, carbonate is a 
strong buffer and even large addi- 
tions of acids or alkalies do not pro- 
duce definite changes. Brass solu- 
tions operate best within the above 
ranges but many of them are op- 
erating at pH values as low as 9.2 
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‘‘Where the brightest plate is desired, small additions 
of ammonia will help maintain a bright plate.’’ 


with good results. It is difficult to 
secure good solubility of zinc at the 
low values. If the pH is higher than 
the above ranges, off-colors appear, 
starting in the low current density 
areas. At pH values of about 11.5 
to 12.5 there will be produced at 
low current densities some brown, 
orange, purple and other strange 
bands. The optimum pH does de- 
pend somewhat on temperature. 
Low-temperature solutions operate 
best at low pH. 

The ammonia content of a brass 
solution is important. Normal op- 
eration produces enough ammonia 
by cyanide decomposition to main- 
tain it. Additions must be made 
only after prolonged shutdowns. 
High temperatures (over 95 deg. 
F.) usually drive off the ammonia 
faster than it is formed, and fre- 
quent additions are necessary to 
maintain yellow color. Ammonia 
acts as a brightener in the brass so- 
lution. Where the brighest plate is 
desired, small additions of ammonia 
will help maintain a bright plate. 

The action of ammonia in the so- 
lution is to increase the zinc con- 
tent of the plate. A solution that has 
lost all of its ammonia will plate 
high in copper, usually with bands 
in the general range of 5 to 15 as. 
f. If ammonia is too high in a solu- 
tion, it may be driven off by heat- 
ing the solution to 110 to 120 deg. 
F. for a short time. Actually, while 
the ammonia is high, the solution 
may be used at these high tempera- 
tures and will produce a good plate. 
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Temperature should be controlled 
in brass plating. The recommended 
range is from 80 to 95 deg. F. The 
lower temperature is used for flash 
plating and other light plates. The 
higher temperature is used for heav- 
ier plates. The higher the tempera- 
tures, the better the plating effi- 
ciency and the more plate secured 
for the same amount of current. At 
95 deg. F. and 15 a.s.f., the solu- 
tion recommended has a plating ef- 
ficiency of about 75 per cent. The 
same solution at 70 deg. F. has an 
efficiency of about 50 per cent. The 
higher temperatures give slightly 
more copper in the deposit. To se- 
cure a so-called green brass, which 
is actually about a 68-32 alloy, a 
solution temperature of about 70 
deg. F. may be used. Agitation is 
not too often used in brass solutions. 
It is helpful for heavy plating, how- 
ever, and increases the efficiency. 

Impurities are a much-neglected 
phase of brass plating. One impur- 
ity that is always present and serves 
a useful function is carbonate. This 
furnishes buffering for the solutions. 
In a properly operated solution it 
does not build up rapidly, and drag- 
out will limit it to a value of about 
12 to 16 oz./gal. Carbonates do no 
apparent harm, even in a saturated 
solution. 

Carbonate may be removed by 
chilling the solution to about 20 to 
25 deg. F., and filtering to remove 
precipitated carbonate. This also re- 
moves some of the zinc, and the so- 
lution concentration must then be 
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Small additions of sodium cyanide 


will control the color 


corrected. It is also possible to use 
lime to remove carbonate, The caus- 
tic generated is buffered by the car- 
bonate left. Only small amounts of 
carbonate may be removed by a sin- 
gle treatment. 

Of the other possible impurities 
most are harmless. Lead can cause 
red deposits in low-current-density 
areas, as can tin. Most wetting 
agents are insoluble in the brass so- 
lution, as are most soaps, so that 
they simply form scum on the solu- 
tion. Certain organic impurities can 
cause a cloudy plate. Arsenic is 
sometimes used as a brightener, but 
it plates out quite fast and causes 
a whitening of the plate. It has little 


44 


“Hey boss, you guys better get that conveyor 
running again by noon—my head aches!” 
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effect on a solution that is in good 
condition. 

The above discussion has been 
primarily concerned with plating of 
yellow brass. Plating of so-called 
“richlow brass” or bronze to match 
colors is being done with consider- 
able success in both still tanks and 
barrels. 

A general solution formula is: 

“Total” sodium 

cyanide 4.0 to 6.0 oz. /gal. 

Copper (as 

metal ) 

Zinc (as 

metal ) 14, to 1/6 of cyanide 

pH 10.0 to 11.0 
The solution starts with the gener- 
al formula given. The higher copper 
ratio is used for darker colors; the 
addition of sodium cyanide to the 
solution produces a redder plate. 

The solution is usually operated 
at 90 to 130 deg. F. Lower temper- 
atures produce lighter colors and 
higher temperatures, darker colors. 
If a darker color is needed with low 
temperature, the cyanide and cop- 
per ratios can be changed to pro- 
duce it. Careful operation is neces- 
sary to secure uniform results. 

In yellow brass plating a differ- 
ence of 3 or 4 per cent in copper 
content makes no difference in 
color. With the higher copper al- 
loys the alloy must be controlled 
within about 1 per cent of correct 
copper content. Small additions of 
sodium cyanide will control the 
color, with other additions of all in- 
gredients made daily in correct ra- 
tio. Ammonia is seldom used in 
these solutions. It may be used in 


lf, to 3/4, of above 
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small amounts (especially at the 
higher temperatures) if the color is 
too dark and an immediate yellow 
color is desired. 

The bronze colors are not 
bright as yellow brass. Plating must 
be followed by burnishing, buffing, 
or some other brightening treat- 
ment. Bronze colors will be bright, 
though, over bright nickel. 

The anodes used should, in gen- 
eral, be the same as the plate desir- 
ed. While 80-20 anodes are often 
specified, this is due more to habit 
than anything else. Anodes of 70- 
30 or 75-25 composition are recom- 
mended for yellow brass. A compo- 
sition of 85-15 is usually recom- 
mended for “richlow”’ brass or 
bronze plate. 

The brass solution does not dis- 
solve the brass anodes well, and a 
considerable portion of the metal 
comes from the salts added. Actual- 
ly, a brass solution in proper condi- 
tion may have anodes which look 
sludgy. So long as current is pass- 
ing and no insulating film is form- 
ing, the anodes are in good condi- 
tion. If the anodes do form a film 
that does not pass current, the solu- 
tion should be checked for low pH 
and low cyanide. If these are satis- 
factory, more anodes should be put 
in the tank. A gray, brown, or dark 
film is common. 

Conventional 


as 


barrel 


plating 
equipment can be used. Either 6 or 
12 volts may be used. Twelve volts 
naturally gives more current and a 
heavier plate in a given length of 
time. About 250 to 300 amperes can 
be drawn at 12 volts. A voltage of 
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nt capa 
per galion 

3 to 5 should be available for still 
tank plating. A current capacity of 
about one ampere per gallon should 
be available. 


Applications for Brass Plating 

One of the most common uses for 
brass plating is as a finish for steel 
or zinc die castings. The steel or 
zinc is simply plated with brass and 
then burnished, brushed or buffed 
to the desired finish. No undercoat 
is necessary or desirable. 

To secure a bright finish without 
buffing, a bright plate of another 
metal is applied first, followed by a 
thin brass flash. This produces a 
bright finish. Wire goods, cheap 
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“It literally eats off all the old finish on 


rejected parts that have to be re-done.”’ 
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Modern Brass Plating . . . 


handbag frames and similar goods 
are finished in this manner. Bright 
nickel or bright bronze is used as 
the base plate. 

Aluminum may be plated with 
brass after a zincate treatment. No 
copper flash is necessary. Building 
hardware is being plated in this 
manner. 

Brass Plating Problems 

A trouble frequently encountered 
with brass plating is “spotting out.” 
True “spotting out” should not be 
confused with staining. “Spotting 
out” may be identified by the pres- 
ence of a dark center spot or line, 
surrounded by a discolored area. 
The trouble is caused by minute 
pores or cracks in the underlying 
metal, Solution trapped in the pore 
or crack seeps out to discolor the 
brass. In spite of many claims there 
is no sure cure. Most of the mate- 
rials used to correct “spotting out” 
depend on chromates for their prin- 
cipal ingredient. A solution of chro- 
mic acid is just as effective. 

Spotting out is a transient pheno- 
menon and weather conditions af- 
fect it greatly. Since it is caused by 
the underlying metal, a change in 
source or type of underlying metal 
affects the trouble. Heavier plating 
and thorough burnishing can, of 
course, minimize the trouble. Gen- 
erally, “spotting out” takes time to 
develop; several weeks may be re- 
quired. 

An allied trouble is staining of 
brass plate. This is caused from at- 
tack of the brass plate by the at- 
mosphere, and results from poor 
storage conditions, poor lacquering 
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and similar factors. Stains appear 
similar to spots, but may lack the 
dark central point. 

As can be noted from the com- 
ments made, there are many vari- 
ables in brass plating. Maximum 
production efficiency depends on 
close control of all factors. Vast im- 
provements can be made in most 
brass plating processes, without any 
major solution or equipment 
changes, by observing and control- 
ling factors governing the process. 

Adapted for publication in 

PRODUCTS FINISHING from 

a paper presented before The 

Philadelphia Branch of The 

American Electroplaters’ Society. 


xk 
Project Vanguard: 


Finishing the Man- 
Made Satellite 


Unusual problems in finishing 
are faced by those who have the 
responsibility for coating the first 


man-made satellite. The man in 
charge of solving these problems is 
Dr. Georg Hass, chief of the Physics 
Research Laboratory at the Corps 
of Engineers’ Research and Devel- 
opment Laboratories, Ft. Belvoir, 
Virginia. He is in charge of both 
developing and applying the coat- 
ing that will protect the first sphere 
to be sent to outer space. 

The purpose of this coating is 
three-fold: 1) give high reflectance 
to light to minimize heating by ab- 
sorption of sun radiation; 2) act as 
a highly absorbing surface in the 
infrared to stabilize temperature by 
high radioactive power in the in- 
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frared; and 3) prevent corrosion of 
the magnesium surface. 

Previous experiments in coating 
aluminum spheres with silicon mon- 
oxide have proved successful, but 
since the man-made satellite will be 
of magnesium it will be necessary 
to develop a highly oxidized silicon 
monoxide that will adhere strongly 
even during large temperature 
changes so that the sphere will be 
protected from corrosion. 

It is proposed to first coat the 
magnesium with chromium, then 





Dr. Georg Hass, chief of the Physical Re- 
search Laboratory at the Army Corps of En- 
gineers’ Research and Development Labora- 
tories, Fort Belvoir, Virginia, is shown super- 
vising the lowering of a man-made satellite 
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with aluminum for high visible re- 
flectance, and finally with silicon 
monoxide, which is expected to form 
a more strongly adhering coating 
than would silicon monoxide direct- 
ly on magnesium. This coating will 
also protect the sphere from oxida- 
tion. Magnesium samples have been 
coated with the proposed film com- 
bination and have shown the desir- 
ed properties. 

The satellite, which is expected 
to help scientists learn more about 
the earth’s shape and conditions in 


into a vacuum vat for final application of 
coating. Dr, Hass developed and supervised 
application of the final coating that is be- 
ing used on satellites for Project Vanguard. 
(Photo courtesy U.S. Army Corps of Engineers.) 
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Finishing Satellite .. . 


outer space, will be a near-perfect 
sphere. Although it will be of mag- 
nesium, because of its lightness, it 
will have a sturdy inner structure 
to support instruments. 

Four radio antennae will project 
outside the sphere to transmit in- 
formation on the earth’s shape, den- 


VAPOR 
DEGREASERS 


ANY SIZE... 
Standard or Custom 


Aircon Vapor Degreasing Systems are 
available in a complete line, ranging in 
size, from the smaller bench and barrel- 
type units to the larger, permanent, high 


capacity degreasers 

Aircon Degreasers are: 

¢ GAS, ELECTRIC OR STEAM 
HEATED 

¢ COMPLETE UNITS WITH ALL 
SAFETY EQUIPMENT 


NO EXTRAS TO BUY! 


Write today for full information 


WE ARE DESIGNERS AND ENGINEERS OF SPECIAL DEGREASING 
EQUIPMENT. CONSULT US ON YOUR DEGREASING PROBLEMS. 


armstrong & White 


hE WICK PENN‘ 
For more 
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sity of the outer atmosphere, tem- 
peratures inside and outside the 
ball, and other pertinent informa- 
tion. This cannot be recorded in- 
side the shell because the ball is ex- 
pected to burn up from heat caus- 
ed by friction when it falls back to 
earth. 

The sphere will be propelled into 
outer space by a three-stage rocket. 
It is to be launched at Patrick Air 
Force Base, Co- 
coa, Fla. The 
date of launch- 
ing has not yet 
been revealed. It 
is believed that 
the sphere will 
follow an ellip- 
tical path that 
will take it with- 
in 200 miles of 
the earth and, 
perhaps as far 
away as 1,500 
miles. Its brilli- 
ance is expected 
to make it visi- 
ble in some areas 
of the country. 

The Naval Re- 
search Labora- 
tory has overall 
responsibility for 
the project, in 
which many 
firms and agen- 
cles are partici- 
pating, and 
which is spon- 
sored by the Na- 
tional Academy 
of Sciences for 
the Internation- 
al Geophysical 
Year starting 
next July. 
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Good Housekeaning Coste Lece... 
Producee More Profit! 


keep spray-booths clean with 


LIQUID ENVELOPE 


original, firesafe strip-coating 


Spray it on. At clean-up time, strip it off, respray and you're back in 
production quickly. “LIQUID ENVELOPE” improves illumination, pro- 
motes fire-safety. Dry film will not burn or support combustion. 


New Users: Order 5-gal. test-sample at drum price from your dealer. 
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Suggested solutions 


to problems sub- 


mitted by readers. Send your problem to 
our Editorial Staff. There is no charge. 


Plating Aluminum 


Question: We are interested in find- 
ing information on the electrodepost- 
tion of aluminum to copper magnet 
wire and the subsequent anodizing of 
this aluminum coating to provide elec- 
trical insulation qualities. 

We believe that a thickness of 0.0008 
to 0.001 inch of aluminum and anodize 
to 0.0003 to 0.0005 inch would give us 
the desired qualities. 

We would also like to know if you 
have any information on the coeffi 
clent of expansion of this anodized 
coating; what are the electrical insula 
tion properties at temperatures of 1000 
to 1200 deg. F.? 

We would greatly appreciate any in- 
formation or possible literature refer- 
ences you might supply. 


J. B. 


Answer: You may secure informa- 
tion on the deposition of aluminum 
on copper wire by writing the Nation- 
al Bureau of Standards, Washington 
25, D. C. This organization has per- 
formed work on plating aluminum 
from an organic solution, and can ad- 
vise you regarding the technique for 
this process. We are also referring you 
to a company from whom information 
could be secured regarding the patent 
ed process for application of alumi- 
num by hot dip. 

We are also referring you to two 
34 
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additional sources for information on 
the properties of anodized coatings on 
aluminum over copper. 


kk 
Recovering Silver 


Question: We have a sodium cyanide 
stripping solution for silver, and a sod- 
ium cyanide silver plating solution. 
Could you please give us information 
on the steps we should follow to pre- 
cipttate the silver from these solutions? 


J. R. P. 


Answer: To precipitate silver from 
cyanide solutions we suggest that the 
clear solution containing silver and 
sodium cyanide be placed in a 25-gal- 
lon crock or stone jar outside your 
building or directly under a_ very 
strong exhaust fan. To the clear solu- 
tion add small quantities of dilute 
muriatic acid, stirring constantly. 
When the addition of acid ceases to 
produce foaming and gas, the reaction 
is completed. CAUTION—Poisonous 
hydrocyanic gas is produced. Hence, 
some sort of mask should be worn or 
great care exercised so that the fumes 
are not inhaled. 

Allow the white or muddy solution 
to settle, siphon off the clear liquid, 
add an equal quantity of water, stir 
constantly, allow to settle, siphon off 
water. The remaining mud contains 
silver chloride. If you desire to dis- 
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solve this in sodium cyanide to add 
to your regular silver solution, you 
can do so by first dissolving the sod- 
ium cyanide in water and then adding 
the solution to the precipitated silver 
chloride. 

We are referring you to some com 
panies to be contacted if you wish to 
sell the silver mud. 


xR? 


Chemical Polishing of Aluminum 


Question: /n the October issue of 
PRODUCTS FINISHING you have 
an article by Henry Walker entitled, 
“Techniques for Surface Treatment of 
Aluminum.” This article deals with 
electrolytic as well as chemical polish- 
ing. We are interested in these proc- 
esses in relation to our problem of fin- 
ishing castings. 

Would you advise me the name, or 
names, of companies in our area who 
could advise us regarding procedures 
for electrolytic or chemical polishing 
of this type. Would you also advise the 
name of a chemical company that 
handles the chemicals necessary for a 
company to set up its own chemical 
polishing procedures? 


me, ©. 


Answer: In compliance with your re- 
quest, we are referring you to several 
sources of supply for chemical polish 
ing processes and chemicals. 

These companies will be able to ad- 
vise you regarding the equipment and 
materials necessary for this process. 
They can also suggest a company, or 
companies, in your area performing 
electrolytic polishing. 


kkk 
Plating Shop Maintenance 


Question: We have the problem of 
the maintenance of the paint on our 
electroplating shop equipment. The 
paint is quickly spoiled by solutions 
and fumes. We would like to have 
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your opinion on which is the best suit- 
ed paint for this purpose. 

We would like to have your opinion 
on epoxy-base paints. 

FG 
Answer: We are suggesting sources 
from whom you can secure the infor 
mation you need. These companies 
can advise you regarding the selection 
of the correct maintenance paint, and 
also outline proper methods of appli- 
cation so that you may secure proper 
coating life. 
- 2 


Metal Identification Kits 


Question: Would you please tell us 
who supplies a simple kit for spot-test 
identification of metals. We are pri 
marily interested in tin and cadmium 
on steel. 

We also have a problem in produc- 
ing small, steel, tin-plated transformer 
cans. During manufacturing, the tin 
coating may be damaged or scraped 
off and the fault may not be appar- 
ent. A ten-day humidity test on the 
units will cause corrosion of the steel 
where the tin has been damaged. It is 
not practical to tin-plate the units after 
all manufacturing operations are fin 
ished. Do you know of a rapid test for 
determining the continuity of tin coat 
ing on these units? The surfaces to 
be tested are not all flat, free surfaces. 
Some are right angles and others have 
terminals protruding through the cans. 

ds Bs 
Answer: We are referring you to 
several companies from whom you 
may secure information on metal 
identification kits 

Some of the companies to whom we 
have referred you will be able to sug 
gest a rapid test for determining the 
continuity of tin coating on these 
units. The simplest test, of 
would be to dip one of the cases into 
a dilute solution of sulfate 
Copper will be deposited on any bare 
steel surface. 


course, 


copper 
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A Survey of Paint 





COATING DE PARTMENT 
DIP-SPRAY* ROLLER COAT? TUMBLE 
HOT SPRAY ~ ELECTROSTATIC 
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Part I: 


Use of the Spray Gun 


By EZRA A. BLOUNT 
Editor 


wots 
ture 
‘s 
hiy, = 


HISTORIANS TELL US that painting 
with a paint brush, even though it 
was a crude form of paint brush, 
was employed about 15,000 years 
ago, primarily for works of art.* 
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Brush painting methods are still 
employed today (see above) even 
though many more modern methods 
have been devised. 

Industrial paint finishing was per- 
formed with the brush, or by dip- 
ping, until about 82 years ago, when 
the spray gun was invented. The 
many advantages of the spray gun 


*A statement in the Paris, France, maga- 
zine ‘Realites” (quoted in ‘DeVilbiss 
News”) indicates that the Lascoux stone 
age paintings were sprayed rather than 
brushed. This would make the spray 
painting method some 20,000 years old. 
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Application Methods 


led to its rapid adoption by paint 
finishers. 

Spray guns to be used by indi- 
vidual operators are made in all 
kinds and varieties for an equal 
number of purposes. Organic coat- 
ings varying from thin, clear lac- 
quers to heavy plastisols are being 
sprayed, and many types and de- 
signs of spray guns are required. 
2aint may be sprayed from a press- 
ure tank in the individual spray fin- 
ishing booth, or in a central paint 
room. In the latter case paint is cir- 
culated continually by paint pumps 
between the storage tank and the 
point of spray application. 

One type of spray gun is design- 
ed to be used with an easily de- 
tachable container, or cup, to hold 
the paint to be sprayed. 

Cup guns are often used where 
many colors must be sprayed, or in 
cases where comparatively few parts 
are to be finished in any one color. 
These guns are illustrated in Figs. 
1 and 2. Figure 2 illustrates a si- 
phon cup setup in which a special- 
ly designed siphon nozzle on the 
spray gun adds to the efficiency of 
the equipment. 

The unit is recommended partic- 
ularly for such applications as 
painting machinery, small products 
or small areas. 

Spray guns generally used in fin- 
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ishing plants are those to which 
paint is pumped from a spray press- 
ure tank or a central paint storage 
room. One example of such a gun 
is shown in Fig. 3. 


Pointers on Spray Painting 
Variations in fluid (paint) press- 
ure, atomizing air pressure, spray 


Fig. 1—This spray gun, which is fitted with 
a detachable cup, is designed to be used 
with portable air compressor. (Photograph 
courtesy Sharpe Mfg. Co., Los Angeles, Calif.) 
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“Operator skill and the employment of proper spray 
equipment combine to produce flawless finishes."’ 


gun adjustment, and spraying tech- 
nique employed by the spray opera- 
tor all affect the efficiency of the 
spraying operation and the quality 
of the final finish. It is essential for 
the operator to use the most efficient 
combination of spray gun move- 
ments to produce the desired cover- 
age of the product being sprayed. 


Fig. 2 — Siphon cup 
setup for spray gun, 
known as 66SF, is 
designed to be used 
on a Binks Model 
18 Spray Gun, or it 
can be used with 
Models 19 and 29. 
The twin side ports 
make possible better 
atomization and a 
wider spray painting 
pattern. (Photograph 
courtesy Binks Manu- 
facturing Company, 
Chicago 12, Illinois.) 


Fig. 3—Lightweight spray gun, designed for 
use with air or fluid lines, may be used for 
spraying lacquers, synthetic enamels and 
other finishes. Can be used advantageously 
for touchup painting, stencilling or blending. 
(Photo courtesy Binks Mfg. Co., Chicago, Ill.) 
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His spray gun should be adjusted 
for the proper flow of material from 
the gun nozzle, correct proportion- 
ing of atomizing air pressure to flow 
of material, and adjustment of the 
gun to produce the desired spray 
width and pattern. 

Operator skill and the employ- 
ment of proper spray equipment 
combine to produce flawless fin- 
ishes. The application of too heavy 
a coat or uneven distribution of the 
sprayed paint may cause sagging. 
If the sags and runs in the wet paint 
film are caused by the application 
of too much material, fluid pressure 
on the spray tank should be reduc- 
ed or spraying speed increased. If 
the spray gun is held at any angle 
other than 90 deg. (perpendicular ) 
to the parts being sprayed, more 
material is supplied where the spray 
pattern is closest to the surface. 
Streaks may result from much the 
same incorrect spraying practice. 

A dirty air cap or fluid tip on 
the spray gun may cause a heavy 
top or bottom pattern. “Split spray” 
will cause more material to be ap- 
plied at top or bottom of the pat- 
tern. To correct this condition, fluid 
pressure should be increased or 
width of spray decreased. 

Insufficient flow of the sprayed 
paint to produce a glossy, smooth 
surface may be due to improper 
atomization of the paint material as 
it leaves the spray gun nozzle, or 
the application of too thin a film. 
Some spray painting troubles and 
suggested corrections are shown in 
Table I. 

Development and use of the prop- 
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Table | 





SOME SPRAY PAINTING TROUBLES AND REMEDIES 


POSSIBLE CAUSES 


SUGGESTED REMEDIES 





. Dirty air cap and fluid tip. 


. Gun stroked too close to surface. 


. Trigger not released at end of stroke. 


. Gun stroked at wrong angle to surface. 


. Paint too cold. 


6. Paint applied too heavy. 


. Dirty air cap and fluid tip. 


Insufficient or incorrect overlapping of 
strokes. 


3. Gun stroked too rapidly. 


STREAKS 


. Gun stroked at wrong angle to surface 


. Stroking too far from surface. 


. Too much air pressure. 


. Split spray. 


. Paint too cold. 


. Paint not thinned out sufficiently. 


. Paint too cold. 


. Not depositing a wet coat 


ORANGE-PEEL 


. Gun stroked too rapidly. 


Insufficient air pressure. 


. Using wrong air cap or nozzle 


. Gun stroked too far from surface 


. Overspray striking a previously sprayed 


EXCESSIVE PAINT LOSS 


surface. 


. Not triggering at each stroke 


Stroking at wrong angle. 


. Stroking too far from surface. 
. Wrong air cap or fluid tip. 


. Depositing paint film of irregular thickness 
. Fluid pressure too high. 


7. Air pressure too high. 


. Reduce pressure 


. Remove and clean cap and tip. 
. Stroke 6-10 inches from surface. 
. Release trigger after every stroke. 


. Gun should be stroked at right angles to 


surface. 


. Use an approved paint heater. 


6. Calculate depth of wet film. 


Remove and clean cap and tip. 


. Follow the previous stroke accurately. 


Deposit a wet coat. 


Take deliberate slow stroke. 


. Gun should be stroked at right angles 


to surface. 


. Stroke 6-10 inches from surface 


. Use minimum air pressure needed 


Clean fluid tip and air cap. 


Heat paint to get good flowout 


Add correct amount of solvent by measure 
Heat to get good flowout 


Check solvent. Use correct speed and overlap 
of stroke. 


Take deliberate slow stroke 


Increase air pressure or reduce fluid pressure. 


. Select correct air and nozzle for material 


and feed 
Stroke 6-10 inches from surface 


Spray detail parts first. End with a wet 


coal. 


Release trigger after stroke 
Stroke at right angle to surface 
Stroke 6-10 inches from surface 


Use correct setup 


. Make it a practice to calculate the depth 


of wet film 


If pressure keeps climbing, 
clean regulator on pressure tank 


Use minimum air needed 
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DO NOT ARCH Mitty 
STROKE 4” 
MOVE GUN IN 

STRAIGHT LINE 


BEGIN STROKE y 
THEN PULL 
TRIGGER 


Y ] ) 


RELEASE TRIGGER 
BEFORE COMPLETING 


STROKE 














Fig. 4——Proper method of making a spray 
gun stroke is shown above: gun should be 
moved in a straight line, not in an arc. It 
should be triggered aft start and finish of 
each stroke. (Photo courtesy the DeVilbiss Co.) 


er spraying technique is essential. 
Figures 4 and 5 show some of the 
things to consider in spraying a flat 
surface correctly. The proper way 
to make a spray gun stroke is to 
avoid swinging the spray gun in an 
arc. An inexperienced sprayer may 
have a tendency to wave the spray 
gun as he sprays. Arcing the gun 
turns it off the target, especially at 
the end of a stroke. Also, too much 
paint is applied at the center of the 
stroke and too little at the extreme 
ends. The distance between the gun 
and the work may vary almost 2 to 
1 throughout the stroke. One com- 
mon trouble under such conditions 
is that the center of the stroke is 
wet while the ends are dry. Arcing 
the spray gun makes it impossible 
to apply a uniform coating. 

The proper procedure is to hold 
the gun at right angles to the sur- 
face at all times and to trigger the 
gun at each end of the stroke as 
shown in Fig. 4. Begin the stroke, 
then pull the trigger. At end of 
the stroke, release the trigger before 
the stroke is completed. 

One mistake which often accounts 
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Fig. 5—While spray gun is being moved in 
a straight line, it should also be held per- 
pendicular to the surface, as shown by the 
solid lines in the illustration. ‘Photograph 
courtesy the DeVilbiss Co., Toledo, Ohio.) 


for improper use of the gun is the 
practice of adjusting the fluid flow 
by means of the adjusting screw on 
the spray gun. Turning this adjust- 
ing screw to reduce the material 
flow increases the spring tension on 
the trigger. This makes the trigger 
more difficult to pull and may tire 
the operator’s hand. Thus, there is 
a tendency to trigger the gun im- 
properly. To overcome this difficul- 
ty the fluid adjusting screw on the 
gun should be left wide open, and 
the necessary adjustment should be 
made at the pressure tank or at 
the fluid regulator. A good rule 
to follow is to use the lowest air 
pressure possible for satisfactory re- 
sults. Once the fluid and air press- 
ure for a particular job are deter- 
mined, the adjustments should be 
set and not changed until the job is 
finished. 

The spray gun should be held 
perpendicular to the surface at all 
times. Figure 5 illustrates by solid 
lines the correct position for the 
spray gun. Dotted lines indicate an 
incorrect position of the gun. Spray 
guns are designed to be held, gen- 
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The operator should 


upon the parte 


erally, six to eight inches from the 
work. The operator should decide 
on a distance, depending upon the 
pattern and speed of flow of the ma- 
terial he happens to be working 
with at the time. Once set, this dis- 
tance from the work should be kept 
constant for uniform results. In the 
spraying process, liquids are atom- 
ized and solvents are vaporized. 
The optimum distance should per- 
mit the maximum effect in both, 
with the proper amount of thinner 


losses between the spray gun and 
the work. : 

Figure 6 illustrates both the im- 
proper and correct methods of 
spraying corners. When the spray 
gun is operated up and past the 
corner, as shown, in painting one 
side, a certain amount of spray is 
sure to be deposited around the 
corner. As a result, when the other 
side is sprayed, there will be over- 
spray around the corners on both 
surfaces. To remedy this, the sides 





\ 























Fig. 6—The illustration at left shows how 
NOT to obtain the best spray finishing re- 
sults. The correct method of spraying sides 
and corners of a rectangular product is 
shown in the illustration at right. By hold- 
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ing the spray gun at an angle with the 
corner, the gun can be raised and lowered 
to paint both sides of corner simultaneous- 
ly, thus lessening overspray. (Illustrations 
courtesy The DeVilbiss Co., Toledo 1, Ohio.) 
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ROTATING 
WORK HOLDER 


4" TO5" SPRAY 





Fig. 7—-Setup for spraying an object while it is spinning or rotating. The spray gun can be 
held open while the product is spinning. (Photo courtesy the DeVibiss Co., Toledo 1, Ohio.) 


Fig. 8 — Narrow strips of “Scotch’’ Brand 
Masking Tape No. 214 are applied to type- 
writer covers for spray painting and baking. 
Tape leaves sharp design. (Photo courtesy 
Minnesota Mining & Mfg. Co., St. Paul, Minn.) 
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should be painted within one or two 
inches of the corners as shown in 
Fig. 6. Then, by holding the spray 
gun at an angle to the corner, it 
can be raised and lowered to coat 
both sides of the corner simultane- 
ously. 

It is important to keep a con- 
tinuity of motion from the time the 
gun is triggered when starting to 
paint an article until the gun is off 
and the article is painted. Wherever 
the shape of the article permits, it 
should be painted completely with- 
out shutting off the gun. In finish- 
ing certain kinds of work this can 
be facilitated by mounting the ar- 
ticles on a fixture which can be re- 
volved easily. 

Where the object to be painted is 
of such a shape that it can be spray- 
ed while it is rotated, the gun can 
be held open from beginning to end 
of the stroke. Figure 7 shows the 
method used in spraying the metal 
hubs of wheels. The work here is 
held and rotated by the work hold- 
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er. For this job, a 5-inch spray is 
used. As the hub rotates, the opera- 
tor simply pulls the trigger back 
and turns the gun in a 2-inch arc, 
thereby painting the hub in one 
continuous motion. In any spray 
finishing operation, it is desirable to 
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A.S.T.M. Standards on Zine-Coated 
Iron and Steel Products. Published by 
the American Society for Testing Ma- 
terials, 1916 Race St., Philadelphia 3, 
Pa. 143 pages. Price, $2.25. 

This publication presents A.S.T.M. 
standards and tentative methods for 
test and specifications pertaining to 
metallic-coated iron and steel prod- 
ucts of various kinds. 

This compilation is sponsored by 
Committee A-5 on Corrosion of Iron 
and Steel. Included are all specifica- 
tions coming under the jurisdiction of 
this committee. In addition, selected 
specifications written by Committees 
A-1 on Steel, A-2 on Wrought Iron, 
B-1 on Wires for Electrical Conduct- 
ors, and B-2 on Non-Ferrous Metal: 
and Alloys are in this compilation. 

Included in the volume are 21 speci- 
fications, of which four are new or 
recently revised; three recommended 
practices, two of which are new and 
give methods of tests. Among the ma- 
terials covered are wire, strands, 
fencing, sheets, hardware, terne-alloy- 
coated sheets and other products 
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Development of a Coating, Pre- 
treatment, for Metais (Wash Pri- 
mer). The final report on Army-spon- 
sored development of a one-package 
pretreatment coating for steel, alumi- 
num and magnesium. Available from 
Office of Technical Services, U. S. De- 
partment of Commerce, Washington 
25, D. C. 122 pages. Price, $3.25. 

A wash primer, Formula XP-7, with 
pigment composition of 50 per cent 
strontium chromate and 50 per cent 
zinc chromate produced the best cor- 
rosion inhibition and stability prop- 
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use the fewest number of strokes 
and least amount of motion neces- 
sary to obtain the desired coverage. 
The design and use of fixtures will 
assist in carrying out this principle 
in finishing many types of metal 
products. 


eh a i ah oe 


erties of more than 150 coating for- 
mulations examined. Polyvinyl buty- 
ral was superior among resins tested 
as vehicles. 


x* 


and Sinter Fluoro- 
3Zartczak. A 


How to Apply 
carbon Coatings, by Gene 
16-page technical report, available 
from Gene Bartczak Associates, 119 
Soifer Ave., North Bellmore, L. L., N. 
Y. Price, 50 cents. 

High-polymer fluorocarbons are be- 
ing used increasingly as protective 
coatings for severe service conditions 
The proper choice and use of these 
relatively new coatings is discussed. 

The report contains information on 
fluorocarbon coating application and 
use. It discusses the use of fluoro- 
carbons where severe corrosion, ex- 
treme temperatures, electrical insula- 
tion, abrasion, ‘“‘sticking’’ and other 
factors, singly or in combination, are 
problems. The user is guided in selec- 
tion of fluorocarbon to best overcome 
the problem, preparation of surfaces, 
application and “curing” of coatings. 
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Protective Coatings for 


Titanium 


Pretreatment method, devised by National Bureau 
of Standards, allows deposition of 


adherent plated film... 


THE NATIONAL BUREAU OF 
STANDARDS has successfully elec- 
trodeposited hard, adherent protec- 
tive coatings on titanium. The pro- 
cedure involves forming a titanium 
fluoride film on the metal surface, 
electroplating with chromium, and 
heat-treating the plated specimen 
at 1472 deg. F. Developed for the 
Springfield Armory by C. L. Stan- 
ley and A. Brenner of the Bureau 
staff, the process is expected to ex- 
tend considerably the utility of ti- 
tanium metal, particularly for high- 
temperature applications. 

Because of titanium’s high 
strength-to-weight ratio, it ranks 
with steel and aluminum as a struc- 
tural material. However, titanium 
has disadvantages for some applica- 
tions: it tends to gall or seize when 
in loaded contact with itself or other 
metals, and it oxidizes at elevated 
temperatures. These disadvantages 
could be minimized if titanium were 
coated with hard, oxidation-resist- 
ant metals such as chromium or 
nickel, but previous attempts to 
produce such coatings have not been 
entirely successful. Although the 
Bureau had obtained good adhesion 
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of aluminum to titanium in an earl- 
ier investigation using a nonaque- 
ous plating bath, the method was 
not suitable for job-shop applica- 
tions and the results were not suf- 
ficiently consistent. 

The main problem in depositing 
metals on titanium is lack of ad- 
hesion. Some deposits have actual- 
ly exfoliated during the plating op- 
eration and others have been easily 
pulled off with the fingers. Poor ad- 
hesion has been blamed on an oxide 
film on the base metal, but attempts 
to remove the suspected film with 
acid etches or anodic treatments 
have not been successful. For this 
reason, the present investigation in- 
cluded a study of the influence of 
oxide films and methods to remove 
them. 

In a preliminary investigation, 
the Bureau designed an experiment 
intended to remove any oxide film 
and to plate the titanium specimen 
before it could reoxidize. In this 
procedure, a small piece of titanium 
was enclosed in an evacuated tube 
containing silicon carbide and cera- 
mic balls. The tube was tumbled for 
several hours to abrade the metal 
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surface and then placed in a chro- 
mium plating bath, where it was 
crushed so as to expose the metal 
specimen to the bath before the at- 
mosphere could touch it. In a con- 
trol experiment, a titanium speci- 
men was similarly abraded in an 
open tube. The adhesion of the first 
specimen was distinctly better than 








TUNGSTEN WIRE 


?<— PYREX TUBE 





-—— TITANIUM SPECIMEN 











—=- ABRASIVE MATERIAL 











Fig. 1—Diagram of glass tube assembly used 
by National Bureau of Standards to investi- 
gate the effect of an oxide film on plating 
titanium, The specimen is suspended from a 
tungsten wire in the evacuated tube. The 
tube is agitated so that abrasives in the tube 
remove any film from the specimen. Then 
the tube is placed in a regular chromium 
plating bath and crushed with pincers so 
that plating begins before the titanium can 
reoxidize. The experiment indicates that a 
film, probably an exide of some kind, gen- 
erally exists on titanium and must be remov- 
ed before adherent coatings of chromium 
can be electroplated on titanium surface. 
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Fig. 2—Photomicrographs of fractured metal 
surfaces after nodule test for adhesion of 
heat-treated chromium on titanium, The frac- 
ture has occurred in the chromium, leaving 
some still bonded to the titanium. Left photo 
is underside of nodule; right is surface of 
specimen. (Illustrations courtesy National 
Bureau of Standards, Washington, D. C.) 


that of the control, supporting the 
hypothesis that a film, probably an 
oxide, exists on the surface of titan- 
ium and impairs adhesion of metal 
deposits. 

The Bureau investigated a num- 
ber of etching and plating proce- 
dures and obtained the best chro- 
mium plates by pretreating titanium 
to form a coating of titanium fluo- 
ride before plating the specimen. 
This procedure appears to prevent 
the formation of an oxide and, when 
the specimen is placed in the plat- 
ing bath, the titanium fluoride dis- 
solves, permitting the chromium to 
bond directly to the basis metal. 

Titanium specimens are thorough- 
ly degreased and cleaned before this 
treatment. Next they are dried and 
suspended in a solution of hydroflu- 
oric and acetic acids. After 10 or 
15 minutes a 60-cycle alternating 
current is passed through the speci- 
men for another 10 minutes. The 
specimens are then rinsed and trans- 
ferred to a conventional chromium 
plating bath, where they are plated 
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at a temperature of 185 deg. F. and 
a current density of 1116 a.s.f. 
Chemical analysis indicates that 
the film produced by the prelimi- 
nary acid treatment contains a low 
valence titanium compound. A sam- 
ple of the dried film contained 37 
per cent of titanium and 54 per cent 
of fluorine. Examination by X-ray 
diffraction showed no lines charac- 
teristic of titanium tetrafluoride. 
Tensile strength tests indicate 
that adherence of the chromium 
coating to titanium is greatly im- 
proved by heat-treating the plated 
specimen for two minutes at 1472 
deg. F. in an inert atmosphere. 
Coating adhesion was determined 
by the nodule method. Essentially 
this procedure consists of electrode- 
positing a cobalt nodule, 1/16 inch 
in diameter, on the coating and 
then determining the force neces- 


sary to detach the nodule together 


with the coating from the basis 
metal. The bond strength of the 
heat-treated specimens ranged from 
4,000 to 18,000 Ibs./sq. in. Although 
the highest value obtained is some- 
what below the tensile strength of 
heat-treated chromium, fracture oc- 
curred in all cases in the chromium 
plate and not between the two 
metals. 

Coatings on titanium consisting 
of 0.02 mm. of chromium plus 0.15 
mm. of nickel were found to be 
moderately adherent without heat 
treatment, but not comparable to 
that of chromium on steel. If such 
specimens 0.5 inch wide are broken 
by repeated bending, the chromium- 
nickel coatings can be stripped from 
the titanium with a force of about 
10 pounds. 

Procedures for depositing nickel 
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and copper on titanium have been 
formulated that are similar to the 
process for depositing chromium. 
However, the nickel and copper de- 
posits have not adhered as well as 
chromium and have frequently blis- 
tered. 
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Evaluation of Surface Treatments for 
Low-Alloy Steels. Prepared by Sam Tour 
& Co., Inc. for Wright Air Development 
Center. Available from the Office of 
Technical Services, U. S. Department of 
Commerce, Washington 25, D. C. Pub- 
lished in two volumes: Part 1—PB 121087, 
Nov. 1954, 29 pages, 75 cents; Part 2— 
PB 121088, Nov. 1954, 21 pages, 75 cents. 

This report is a study of heat-resistant, 
corrosion-protective coatings for low al- 
loy steels used in aircraft. 

The first volume presents a method for 
testing protective coatings for low alloy 
steels in two artificially created environ- 
ments. 

Volume 2 describes diffusion coatings 
produced by chromizing and siliconizing. 
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Development of Heat-Resistant Paints. 
By M. Kornbluth, Corps of Engineers, U. 
S. Army. May be ordered from OTS, U. 
S. Department of Commerce, Washing- 
ton 25, D. C. Report PB 111957. 153 pages. 
Price, $4.00. 

Development of a ceramic-frit, silicone- 
resin-type paint capable of withstanding 
temperatures up to 1400 deg. F. without 
significant deterioration or loss of pro- 
tective properties is described in this re- 
port. 

The paint was needed by the Army to 
reduce the accelerated oxidation and 
rapid destruction of steel components 
which, under normal conditions of use, 
are heated to high temperatures in oxi- 
dizing atmospheres, such as mufflers and 
manifolds on automobiles. 

Experimental investigations revealed 
that paints consisting of a blend of cera- 
mic frits, pigments, and refractories at 
a pigment volume concentration of 35 to 
40 per cent, with a frit to pigment and 
refractory ratio of 3 to 1, were superior 
in heat resistance. After development of 
the paint, a procurement specification 
was prepared, which is included in the 
report. 
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Filter the overspray from your wash water 
system and you'll increase your profit by reduc- 
ing operating costs. Paint overspray is auto- 
matically removed from the wash water by 
periodic filtration cycles. Paint particles cannot 
foul the woter jets, settle to the bottom of the 
tank or cause undue wear of the pump and re- 
circulating system. Down time of the booth for 
cleaning and maintenance is eliminated, main- 


tenance labor is released for other duties and 


. . FIRST in Filtration Advancements 
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Paint 
Wash Water 


’ Booth Operation 


productive time of the booth is increased. Pig- 
ments are more easily reclaimed adding even 


more to the savings. 


Here is loss that can be converted to profit 
with Delpork filtration. Delpark field engineers 
will give you complete facts on these money 
saving, profit making Delpark Filters for Paint 
Spray Booth Wash Water. Write today for more 


complete information. 
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Burr Removal by 


Barrel Finishing 


Burrs and sharp edges occur on 
metallic objects as a result of form- 
ing or stamping operations or other 
machining processes. If the parts 
are made individually and by hand, 
burr removal is a natural part of 
the machinist’s task. With large- 
scale production on modern auto- 
matic equipment, however, the op- 
portunity for hand finishing disap- 
pears. Nevertheless, the need for 
burr-free parts continues, and it is 
necessary either to introduce a man- 
ual operation at the appropriate 
point in the process or to devise 
some automatic means of accom- 
plishing this goal. 


Barrel Finishing 
The barrel finishing operation pro- 
vides a technique for deburring 
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small and medium-sized parts with 
considerably less labor cost than is 
needed for completely manual work- 
ing. In the barrel finishing opera- 
tion, a definite quantity of metal 
parts (which may vary from one 
part to several thousand parts, de- 
pending on size) is placed in a hori- 
zontal enclosed barrel together with 
water, a cleaning compound, and 
the media. Rotation of the barrel 
causes the parts to slide against the 
media, and produces the cutting or 
grinding action necessary for de- 
burring. 

Polishing or burnishing of the 
metal surface can also be achieved 
in the barrel, and to some degree 
this action is accomplished simul- 
taneously with deburring. However, 
for the best deburring action or for 
the best surface finish improvement, 
certain types of cleaning compounds 
and media are necessary. This paper 
deals entirely with burr removal, 
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and any improvement of the sur- 
face finish is considered to be inci- 
dental. 


Research Investigations 

There are many variables in the 
barrel finishing operation, includ- 
ing shape of barrel, degree of load- 
ing, ratio of work to media, speed 
of rotation, types of cleaning com- 
pound and media, and operational 
technique. A research study of many 
of these factors was completed re- 
cently by the Transmissions Opera- 
tions Group of Allison Division, 
General Motors Corporation. The 
purpose of this investigation was to 
determine the economics and poten- 
tialities of barrel finishing as a 


means of burr removal. Parts cur- 
rently in production were studied, 
and the research conducted so as to 
serve as a guide for future parts as 
well. These studies have been re- 
ported by Charles E. Kincaid, sen- 
ior process engineer, Master Me- 
chanics Division of Allison, and this 
report and subsequent discussions 
have served as the basis for the 
present paper. The writer acknowl- 
edges his indebtedness to Mr. Kin- 
caid and to the Allison Division of 
General Motors for permission to 
use this information and data. 


Barrel Finishing Techniques 
Four quite different techniques of 
barrel finishing are employed at the 
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Allison Division, and all were stud- 
ied in this research investigation. 
These operational techniques are as 


Fig. 2——These transmission brackets are ex- 
amples of parts processed in loose state. 
During Allison investigation, 60 of these 
brackets per load were processed in a 36- 
inch diameter, two-compartment barrel for a 
period of one hour at 10 r.p.m. Media: 
grinding type; cleaning compound: soda ash. 
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follows: processing in the loose 
state, processing in multiple-com- 
partment barrels, processing on ar- 
bors or fixtures, and self-processing 
of parts. 

Processing in the Loose State 

This is the most widely used tech- 
nique. It consists of placing the 
parts loose in the barrel together 
with the media, water, and clean- 
ing compound. Important variables 
in this process are barrel loading, 
ratio of work to media, barrel speed, 
and total processing time, as well 
as the characteristics of the work, 
and type of media and cleaning 
compound, 

The loading and unloading steps 
require careful handling in order to 
avoid nicks and other damage, espe- 
cially on complex parts that weigh 
more than a few ounces each. With 
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BALANCED QUALITY * 


Keeps MICCROSOL on top 
EE aaa — 


Developed originally as a coating for plating racks, Miccrosol E-1003 
has all the desirable characteristics which make it an ideal coating 
for many other applications. 

The chemical resistance of Miccrosol is unequalled in its field. Its 
toughness, abrasion resistance, resilience, and flexibility are unsur- 
passed. It’s easy to apply in either a dip or spray formula. When 
necessary, it's easy to repair. 

Year after year we build this quality into Miccrosol, improving it 
whenever possible and practicing every economy in its manufacture 
that does not compromise the excellence of the product. 

This BALANCED QUALITY enables you to use Miccrosol 
profitably while assuring your customers of coating jobs that will 
prove superior in their performance. 
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small and simple parts, this care is 
not so urgent. Damage during load- 
ing can be minimized or avoided by 
adding the load in portions, and 
rotating the barrel between addi- 
tions so the work will bury itself in 
the media. In the unloading opera- 
tion, it is necessary to separate the 
parts from the media. With the larg- 
est parts, this is done by hand; 
smaller parts can be discharged 
from the barrel into a wire basket 
that retains the work and permits 
the media to fall through. Very 
small parts can be separated on a 
vibrating screen, or by a magnetic 
separator. 

After barrel finishing, the parts 
are usually placed in tote pans and 
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Fig. 3—Another example of parts processed 
in loose state, These brass bearing races 
were processed, several thousand at a time, 
in a 36-inch diameter barrel for four hours, 
then unloaded and separated from media 
in a mechanical separator. Primary objective 
of processing this part was to secure certain 
radius around edge of part; burr removal 
was secondary. After processing, the radius 
on the two lower parts was 0.0015 inch. 
Note sharp edge on the part at top of photo. 


dipped into an emulsion of soluble 
oil in water. This prevents the for- 
mation of rust, which would other- 
wise occur in a very short time be- 
cause the cleaned metal surface is 
in a highly active condition. The 
oil also prevents drying of media 
breakdown dust on the surfaces, 
and is an aid in subsequent clean- 
ing operations. 


Processing in Multiple- 
Compartment Barrels 

Larger parts with regular peri- 
pheral surfaces can be barrel finish- 
ed in individual compartments. 
Brake anchors 22 inches in diame- 
ter and 4 inches wide are deburred 
in multiple-compartment barrels 
that are about 6 inches wide. 
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This type of operation is neces- 
sary for processing such large parts 
as the brake anchors, which weigh 
40 pounds each, in order to prevent 
the parts from damaging each other. 
Breakdown of the media is much 
more rapid than in loose process- 
ing, because the heavy part tends 
to roll rather than to slide, and in 
rolling, the granules are entrapped 
and crushed. 


Processing on Arbors or Fixtures 

Large parts of highly irregular 
periphery cannot be handled satis- 
factorily in a multiple-compartment 
barrel because the projections cause 
damage to the barrel lining as well 





Fig. 4—Brake anchors are processed in this 
mu!tiple-compartment-type barrel, Parts are 
four inches wide and compartments are six 
inches wide. There is little room for media 
to work around part as barrel rotates. Parts 
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as to themselves. This damage is 
eliminated by mounting the part, or 
several parts, on a rigid fixture 
within the barrel. The loading and 


Fig. 5 — Multiple-compartment method of 
barrel finishing is used on parts having reg- 
ular or smooth peripheral surface. Brake 
anchors shown in illustration are 22 inches 
in diameter, four inches wide, weigh 40 
pounds each. Such parts are too large or 
too heavy to be processed in loose state. 








tend to roll more than slide, trapping media 
against side of barrel and fracturing it. This 
is a disadvantage. Breakdown can be re- 
tarded by rotating barrel slowly, however. 
Method is advantageous for some parts. 
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unloading time is a disadvantage of 
this method, but the total labor 
time is considerably less than for 
hand deburring without using a bar- 
rel. For one specific part studied in 
the Allison research, the total labor 
saving by barrel finishing was 65 
per cent, even allowing for the 
mounting and for some hand finish- 
ing that was still necessary after the 
barrel operation. 


Self-processing of Parts 

On small punch-press parts where 
finish is of minor importance, bar- 
rel finishing without the use of any 
media can be employed for deburr- 
ing. Washers and small plates are 
processed with only water and a fine 
abrasive. The abrasive is far less 
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Speed Finishing 
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Fig. 6—Parts that have irregular peripheral 
surface can be processed using arbors and/ 
or fixtures. This type of part cannot be proc- 
essed in  multiple-compartment barrel be- 
cause surface projections may damage bar- 
rel lining or strike other parts. Transmission 
end plate (above) is processed using arbors 
and fixtures, Fixture fits in center of part; 
part and fixture are then mounted on arbor. 


coarse than a grinding medium 
would be, and serves principally to 
prevent the parts sticking together 
and to the sides of the barrel. The 
abrasive probably speeds up the de- 
burring process to a slight degree, 
but the principal burr removal is 
performed by the parts themselves. 
The processed parts are scratched 
and nicked, but the operation is 
quite satisfactory when the degree 
of surface finish is not important. 


Barrel Shape, Loading 
and Speed 

Barrels used for this process may 
be of various shapes, but for the re- 
moval of burrs from metal objects, 
an octagonal cross-section is pre- 
ferred. The flat sides tend to lift 
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the entire mass, including the work 
and the media, to an angle at which 
it slides to the opposite side of the 
barrel. Most of the grinding (and 
polishing) action takes place dur- 
ing this sliding. 

In loose-state processing, the best 
results were obtained when the bar- 
rel was filled from 50 to 60 per cent 
with media and from 15 to 20 per 
cent with parts. The total volume 
of the mass should not exceed 75 


Fig. 7—Transmission end plates (see Fig. 6) 
being processed on arbors and fixtures. The 
48-inch-diameter barrel accommodates 14 
plates per load, finishes them at approxi- 
mately 20 revolutions per minute, in 30 min- 
utes. A keyed hub was placed on the cen- 
ter of each part and then fastened in place 
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per cent of the barrel capacity, in 
order to secure maximum slide. 

As a guide for future operations 
for new parts, a ratio of 3 parts by 
weight of media to one part of fer- 
rous metal parts appears to be a 
good rule. Actual experience may 
indicate that fhe optimum ratio 
may be as high as 6, but the 3:1 
ratio is suggested for a trial run. 
For aluminum parts, the volume of 
individual parts is more important 
than the gross weight loading, and 
it is difficult to establish general 
rules in advance. 


by three bolts. This assembly was placed on 
arbor, then parts and arbor were secured 
in barrel by a hinged collar fastened to end 
plates of barrel. Because of intricate shape 
of part, some hand burring was still requir- 
ed to get desired finish, but barrel finish- 
ing significantly reduced hand labor. 


March, 1957 





Harder, glossier FINISHES 
in less baking time! 


ISOPHTHALIC — Oronite’s new raw material offers manufacturers supe- 


rior finishes heretofore unobtainable. 


New Isophthalic based resins provide a harder finish that will retain its 
original gloss, with no yellowing effects. You get a finish that has better resist- 
ance to alkali. mineral spirits and water. 


Because of greater thermal stability of Isophthalic resins you can maintain 
higher-temperature baking schedules—_less time needed for products in baking 
oven. 

Ask your supplier about an Isophthalic resin or formulation that imparts 
these properties. Or, contact Oronite directly for further information, 


ORONITE a tigate ee 


Executive Offices: 200 Bush Street, San Fra o 20 
Sales Offices: San Francisco, New York, Wilmingtor 
Dallas, Cincinnati, Los Angeles 
European Office: 36, Avenue William-Favre, Geneva, Switzerland 
For more data circle 387 on Reader Service Card 


March, 1957 products finishing 





Spotlighting Finishing P 


The speed of rotation is import- 
ant, since it governs the fraction of 
the mass which is in sliding motion 
at any instant. At too low a speed, 
only a small part of the mass is in 
movement, and the cycle time is un- 
duly prolonged. At too high a speed, 
the mass drops from one side of the 
barrel to the other, instead of slid- 
ing. Deburring is not accomplished, 
and the parts may be damaged. For 
any given type of loading in a speci- 
fic barrel, there is some optimum 
intermediate rotational speed that 
produces the best results in the 
shortest time. 


ROTATION 


pr aud 


Fig. 8—Speed of rotation is important in 
securing optimum results from barrel finish- 
ing. As barrel rotates, its flat sides lift the 
contents to a point where they begin to slide 
to the opposite side. In this sliding action, 
the media grinds the parts, removing burrs. 
If barrel revolves too slowly, effective slid- 
ing area is at a minimum and the parts will 
not slide from one side of the barrel to the 
other. Consequently, there is no burring ac- 
tion. Too fast a barrel speed causes the 
parts to be carried beyond point where ef- 
fective slide begins, allowing parts to drop 
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ROTATION 


Pa 


Media 

Three types of media were inves- 
tigated in the Allison experiments. 
The natural media, such as lime- 
stone and granite pebbles, are 
cheapest, but are not fully satisfac- 
tory when used alone. The media 
should break down at a reasonable 
rate, so that its surface is perpetual- 
ly rough and suitable for grinding 
or cutting. The natural stones break 
down too slowly to maintain this 
type of surface, but they are fully 
satisfactory if used in conjunction 
with a fine abrasive compound. 

A manufactured alumina or alu- 
minum oxide media overcomes this 
difficulty because it has a faster rate 
of breakdown, and the pieces are 


ROTATION 


Piel: 


from one side of barrel to the other, possibly 
damaging parts. Barrel “‘a’’ is shown ro- 
tating at 10 r.p.m., the effective sliding area 
being between the lines. Arrows indicate 
path followed by parts during rotation. 
Barrel ‘“‘b’’ is rotating at 20 r.p.m. and ef- 
fective sliding area has increased in thick- 
ness. Barrel ‘‘c’’ is rotating at 30 r.p.m., 
producing a sliding area that is steeper and 
wider than with slower speeds, During slide, 
parts are subjected to a grinding and/or 
polishing action by sliding media. Octagon- 
shaped barrel is preferable for deburring. 
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TWO SHUTS 10 ONE SHIFT 


with no lost time ...no lost production! 


FLOW DIAGRAM shows perspective (not 
actual scale) of Mueller Climatrol’s new metal 
processing and paint finishing system. Con- 


veyor is 1300 ft. long; travels 15 ft. per min. Despatch finishing equipment helps 
Mueller Climatrol make fast switch 


Painting was a bottleneck at the Mueller 
Climatro] Division, Worthington Corporation, 
Milwaukee, Wisconsin. 

They had to run two shifts, each 50 hours a 
week, and had a hard time keeping up on 
furnace casings and an increasing amount of 
air conditioning components. 

Now they’re running one shift, 40 hours a 
week, thanks to a new system that was put 
into action smoothly and quickly with no lost 
time ... no lost production! 

Despatch helped by designing and fabricating 
the washing and phosphatizing machine... the 

gas-fired dry-off oven .. . the spray booth 
a tate ... and the giant, automatically 
controlled baking oven. 

Despatch can help you. There’s a Despatch- 
trained resident engineer near you. Why not 
talk to him about your finishing 
requirements? 

THREE STAGE cleaning and phosphatizin 

unit is 88 ft. long. i. oh ors rn WRITE TODAY FOR BULLETIN 51C 

detergent-washed, chemically treated to 16 colorful pages on modern 

convert the surface of the metal to an iron- ways to achieve better fin 

phosphote coating, rinsed and sprayed with ishes, faster production and 

a dilute chromic, phosphoric acid solution, smoother handling of metal 
products ... at lower cost. 


619 S. E. Eighth St. 
Minneapolis 14, Minn. 
Sales and Service in All 26 Principal Cities 


PIONEERS IN ENGINEERING FINISHING SYSTEMS FOR INDUSTRY 


For more data circle 338 on Reader Service 
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Spotlighting Finishing Progress.. 


covered with many minute sharp 
cutting edges. If rapid deburring is 
desired, an alumina media is pre- 
ferable to a natural pebble. In one 
phase of the research, cycle time 
was reduced 66 per cent by use of 
an alumina material. 

Steel shapes can also be employ- 
ed as grinding media, provided they 
are used with an abrasive. The 
steel may be either soft or heat- 
treated for hardness. The abrasive 
grains tend to become imbedded in 
the steel surface, and produce an ex- 
cellent cutting or lapping action. 

The size of the media must be 
controlled, depending on the nature 
of the work. Particles should not be 
of a size that will lodge in crevices 


BUFFING COMPOUND 
Why 


Fig. 9—As media and parts slide past each 
other during barrel finishing, media removes 
small particles of metal from the parts, 
much the same as a grinding wheel. Thus 
to be effective the media must maintain 
clean, sharp cutting edges. Illustration shows 
clean media (left) and glazed-over media 
(right). Clean media stayed that way because 
proper amount of cleaning compound was 
used. Media on right was glazed by particles 
of aluminum. (Photographs courtesy ‘‘Gen- 
eral Motors Engineering Journal.’’) 


LIQUISPRAY saves you money over bar compounds 


@® No crumbling or nubbins—aoll the compound 


® Same regulated quantity 


applied © No machine downtime to change bars 


LIQUISPRAY can mean to you 


| 
| 
| goes on the wheel 
| ® Increased operator efficiency 


| ® More uniform finish and fewer rejects 


® Compound costs cut up to 50% 
® Tremendous increase in buff life 


Choice of heavy cut, cut and color, or color in either tripoli or 


stainless steel grades. 


GEO. A. STUT 


4410 Carroll Avenue, 


MANUFACTURING 
COMPANY 


Chicago 24, Iil. 


WHY you should use LIQUISPRAY 

* Abrasives will not settle 

®WNo fire hazard 

*No clogging of idle guns 

* All the compound sticks to the wheel 

* Leaves work free of dirt and easy to 
clean prior to plating 

LIQUISPRAY is the best... We invite your 

inquiry specifying your particulor re- 

quirements. Samples availabie. 





jata circle 339 on Reader Service Card 
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nee DEGREASING ACTION — 
DEEP PENETRATING ABILITY 


with AVGW/ IMPROVED 


KLEARALL 99 


COLD DEGREASING SOLVENT 
(For All Metals) 


New, superior KLEARALL 95 Safety 
Solvent leaves the metal spotlessly 
clean, free of soil, grease and oily 
residues or discoloration—and saves 
you up to 70% of the cleaning cost 
of vapor degreasing. It requires no 

maa ao eign « heat, vapor or rinsing. Drying time is 

w eara os a i 

new look, a new odor and an exceptionally fast. 

even higher toxicity rating. FOR ANY METAL DEGREASING 

You'll know it by its attrac- 

tive light blue color and Brum Cleaning 

more pleasing odor. The toxi- - 

city rating has been raised 

from 330 to 375 ppm for 


greater personnel safety. 


Small Parts 


Tank Cleaning 
The new Klearall a} 

95 Safety Solvent ~oartngatied 
is completely 
compatible with the 
previous formula. 
it has the same high 
recovery rate and 
exceptional 
stability. 





aa 


Automatic 
Conveyor 
Cleaning 

















PLACE YOUR ORDER—Yov'll 
be sold on the fast, superior 
degreasing job it does at 
lower cost. Write for Klearall 
95 Data Sheet No. SS-195. 





Mokers of FROIL Rust Preventive Oil 2 
15 BANK ST 
and OCTASTRIP Paint Strippers 6 STREET 
STATEN ISLAND 1, N. Y. 
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Spotlighting Finishing Progress.. 


in the work being processed. Small 
particles are too light to give rapid 
deburring, and accordingly are not 
used for this purpose although they 
may be suitable for surface finish- 
ing. Too large particles, on the 
other hand, have a peening or roll- 
ing effect on edges of the work. 


Cleaning Compound 

This research showed that some 
type of cleaning compound should 
invariably be used in wet barrel fin- 
ishing operations. The cleaning ma- 
terials remove oils and greases left 
on the parts from earlier machin- 
ing steps, and so eliminate the lu- 
bricating effect of the oils. Little or 
no removal of burrs is accomplish- 
ed if the parts sliding over each 
other carry films of lubricant. 

A second purpose of cleaning 
compounds is to keep the surface 
of the media free from metallic 
buildup. Fine particles released 
from the metal during deburring 
should be kept in suspension in the 
solution; this is aided by the clean- 
er. In the absence of a cleaning 
compound, the fine metallic particles 
adhere to the media and give the 
surface a glazed condition that is 
not at all suitable for burr removal. 

Excessive cleaning compound is 
almost as undesirable as too little, 
since it causes the formation of suds 
which reduces the cutting action. A 
sufficient volume of solution is nec- 
essary to cleanse the media and to 
hold the dirt in suspension. Fastest 
deburring is realized when the solu- 
tion level is maintained as low as 
possible consistent with this clean- 
ing action. 
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Summary 

Barrel finishing is not a cure-all 
for all types of deburring problems, 
but, where it is applicable, there are 
numerous advantages in its use. 
Parts of unusual size or shape are 
not adaptable to barrel deburring, 
and the method is only economical 
for production runs of large volume. 

Barrel finishing produces a more 
uniform overall finish than can be 
achieved by manual deburring. It is 
generally less expensive than the 
hand operation because less direct 
labor is involved; it is also consid- 
erably faster and produces similar 
results time after time. 

The importance of good records 
should be emphasized. Complete 
data, even on trial runs, should be 
kept on each type of part; this data 
should include all of the major vari- 
ables such as type and size of bar- 
rel, number or weight of parts per 
load, nature and weight of media, 
volume and concentration of clean- 
er, cycle time, and speed of rota- 
tion. These records are useful in im- 
proving quality or production rate, 
and are especially valuable when 
making a later run of the same or 
similar parts. 


kKkwewkKk&Kk&k&K&KEKK KX 


Stress Corrosion Cracking and Em- 
brittlement. Edited by William D. 
Robertson. Published by John Wiley 
& Sons, Inc., 440 Fourth Ave., New 
York 16, N. Y. 202 pages. Price, $7.50. 

A compilation of the major devel- 
opments in the last twelve years in 
stress corrosion cracking and embrit- 
tlement. This symposium was held un- 
der the auspices of the Corrosion Di- 
vision of the Electrochemical Society. 
Includes fourteen papers from four 
countries, reflecting significant work 
done in university laboratories and in 
industry. 
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important ways 
to keep 
metal finishing costs down 


All the processes, supplies and equipment in H-VW-M'’s line have 
been designed for maximum efficiency and cost savings. But among 
this full line are a group of products and processes which — if they 
apply to your operations — can offer outstanding costs and labor sav- 
ing advantages. Included in this group are high-efficiency electrical 
and processing equipment, unusual processes, and finishing supplies 
having unique advantages. 


The scope of the exceptional H-VW-M products, described on the fol- 
lowing pages, covers a wide range of plating and finishing operations of 
every type, and the likelihood is strong that several, or perhaps all, are 
applicable to your plating plant. By investigating all of them, you should 
strike just the process, equipment or supplies you need to effect very 
real economies in your operations. 
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ELECTRICAL AND PROCESSING EQUIPMENT 





GERMANIUM RECTIFIERS 


H-VW-M Germanium Rectifiers, known 
for efficiency, operating economy, com- 
pactness and close voltage control, are 
available in 6 to 150 volt capacity, with 
current outputs from 500 to 10,000 
amperes. Designed for 24-hour-a-day op- 
eration at full capacity, with outputs of 12 
volts or more, they have efficiencies up to 
92%. Exceptional efficiencies are attained 
at % and '4 loads. Voltage regulation as 
low as 5% can be obtained from no load 
to full load on some models at voltage 
ratings of 20 volts and above. Available 
with various types of voltage controls, 
manual or automatic, in self-contained or 
remote-controlled models. 


RECTIFIER 


H-VW-M offers a complete line of rectifier 
controls to provide for many control func 
tions. Used with either selenium or ger 
manium rectifiers, these controls, properly 
applied, permit the most efficient control 
possible. Such devices as manual and 
motor operated tap switch controls, con 
tinuously variable auto-transformers and 






Also look into the revolutionary new low 
cost line of Powertron Germanium Rec- 
tifiers—an H-VW-M first—with exclusive 
new features. These include: no-fuse DC 
protection system, no paralleling of junc- 
tions, high efficiency and improved regula- 
tion of germanium, 44 control positions 
with range of 2 to 12 volts, and less than 
5% ripple. Available in ratings of 750 am- 
peres, 1500 amperes, and 3000 amperes. 
Something special in packaged units and 
you get all the advantages at a new low 
price. If one of these fits your plating re- 
quirements, then you've got a real bargain. 
Immediate delivery. Write for catalog. 


CONTROLS 


saturable core reactors are used with or 
without supplemental controls to provide 
automatic voltage stabilization, automatic 
current stabilization as well as automatic 
programming. H-VW-M Bulletins ER-108 
and ER-109 further explain economical 
H-VW-M Rectifiers and Controls. Write 
for it 


FULL AUTOMATIC CONVEYORS 


For well over 30 years H-VW-M design 
engineers have worked continuously for 
improvements in the automatic conveyors 
for electroplating and allied operations in 
which H-VW-M pioneered 

Today's full-automatic conveyors are a 
ar cry from the conveyors produced by 


H-VW-M as early as 1922. But one thing 
remains the same — and that is H-VW-M's 


desire to provide the most advanced and 
efficient equipment possible. Scores of in- 
novations and improvements resulting 
from continuing H-VW-M research mean 
today’s H-VW-M Full Automatic Con- 
veyors offer the ultimate in service and 
efficiency for peak production of the high- 
est quality at lowest cost 


DIAL-A-CYCLE CONTROL 


Exemplifying the many H-VW-M develop 
ments contributing better, easier plating, 
is the remarkable new DIAL-A-CYCLE 
Control. This unique selective by-pass 
mechanism — of particular interest to alu- 
minum anodizers — permits a whole series 
of different operations and cycles in one 


full automatic conveyor. Length of any 
treatment time can be varied, and, in ano- 
dizing, different colors can be anodized in 
one continuous operation, and in any 
sequence It is a truly revolutionary de 
vice, resulting in remarkable labor savings 
and increased production 


AUTOMATIC LOAD-UNLOAD 


Automatic Load and Unload is another 
recent development of H-VW-M that con- 
tributes to greater economies in the plat- 
ing room. This new transfer unit, operating 
the same indexing sequence between plat- 
ing conveyor and a monorail conveyor 
loads and unloads racks automatically 
Manual handling is eliminated by this 
major advance towards automation in 
metal finishing 


This, of course, is just one of many types 
of conveying equipment offered to metal 
finishers. Return type conveyors, elevator 
conveyors, high-lift conveyors, straight line 
conveyors, and others—of every descrip- 
tion are H-VW-M designed, manufactured 
and installed. If you'd like to know more 
about the cost-saving story of H-VW-M 
Full Automatic Conveyors, write for Bul- 
letin FA-105 








BUFFING AND CLEANING SUPPLIES 


BUFFS 
Tutta-Fiex and Sisal-Fiex Butts 


Speed and economy are embodied in tw f the tufts. To prevent streaking, tufts are 
new H-VW-M Buffs for thorough cutting staggered it double 1 around the buff 
and coloring on contoured surfaces. For ( running, a f 1 f both buffs, is the 
medium and heavy duty, SISAL-FLEX result of staggered tufts, plus a patterr 
Buffs with sisal-cored tufts are available ventilating holes in the rugged steel center 
and for light to medium duty, TUFTA Fraying, which is wasteful 

FLEX Buffs, having full cloth tufts, are s ruled out by the bias-cut construction 
offered both cloth and sisal 

Both buffs feature double-folded tufts for These time and cost-saving new buffs are 


le in standé 


f 


and expensive 


f 


maximum cutting surface, and to retair availat ard diameters from 12 


compound on the leading edges and ends to 18 inches 


BINDERIZED® RUFF-L-BUFFS 


BINDERIZED” Ruff-L-Buffs are pre npound, th mpot 

treated with a high quality mpound nd is apply 

binder. Because every fibre is impregnated ette s obtained because 
with the same binder used in buffing m amou ypound carried 
pounds, Binderized Ruff-L-Buffs are ready Perhaps the greatest advantage 
for operation at t efficiency from the ed Ruff-L-Buffs is their internal 
very first piece f h prevents wear inside 
The cost-saving advantages of Binderized se photos). Wear is ever 


Ruff-L-Buffs are many Heading-up : 3 nger. T earn more abou 

me is ra y inusual economies of Binderized Ruff 
reduced. Because of the natural affinity be if write for Bulletin No. B-103 
tween the Binderized Ruff-L-Buffs 


eliminated, thus break-in t 


LIQUIMATIC COMPOUNDS 
and application equipment 


Buffs “live” up t 200% longer N A mplete 


ympound waste Reduced 
Fast cutting, easy cleaning 
advantages and more are emb 
snusual Liquimati iquid Compx 
application equipment 
Because of the enormous economies of sity, and hé 
using the Liquimatic Syste he syster Write for H-VW 
soon pays buff nd t illy de 
labor savings conomical H-VW 


} have ng 


M Bulletir 
bes I 


M ¢ 


r uImatic 
i 


mpour 


SS-S ALUMINUM CLEANER 


H-VW-M devotes constant research to the 


subject of cleaners and the result 


comprehensive line of Matawan Clear 


giving superior resuits if aK 
power spray perations xide rer 
and special cleaning and etching 
tions 

Of particular importance is H-VW-M 
85-S Aluminum Cleaner, which offer 


teresting advantages to aluminum fir 





LEVELUME 


H-VW-M's new LEVELUME represents a mile- 
stone in nickel plating processes. It is the first 
bright nickel process to combine qualities of full 
brightness, high leveling and exceptional speed 
In high-production installations, deposition rates 
with LEVELUME are 100% higher than those 
obtained with any other process, but will require 
some air agitation equipment 

Conversion to Levelume is simple, involving no 
new investment in conveyors, or tanks 

Key to the new process are its addition agents 
With them an activated carbon pack can be used 
in the plating solution filter. This constantly re- 
moves harmful organic contamiments, preserving 
the purity of the bath, and consequently con 
tributing to the economy of the process. 

A few of the additional benefits include high sur- 
face activity, good ductility, controlled stress, and 
the feasibility of double coatings. A full descrip- 
tion of the process—one in the family of NICKEL- 
UME processes-—is available in the Levelume 
Manual, which is available on request 


CADALUME 


H-VW-M's New Cadalume Process has all of the 
extras that you have been looking for in cadmium 
plating. It is the newest and best answer because 
it does the job faster and better. The new im- 
proved Cadalume Process of H-VW-M lets you 
get at least 80,000 ampere hours for every gallon 
of brightener consumed. And bright dipping is 
eliminated for most applications! The secret? 
It’s simply this: You use two different Cadalume 
Brighteners. One is the Cadalume Make-Up 
Brightener and you use it only when you make up 
a new bath or convert an existing one. The other 
—Cadalume Brightener—is the strong addition 
agent used for all maintenance. 





Here’s why Cadalume keeps your costs low: The 
bright range is increased up to 10% ... you get 
very high plating speeds—up to 10% increase 
... 4 times longer bath life . . . better distribu- 
tion . . . and the brightener is more stable—it 
won't plate out. Thi le, easy-to-operate 
economy is somethi » see. Ask for the 
New Cadalume T. é 


H-VW-M PROCESSES, SUPPLIES AND EQUIPMENT 
KEEP PLATING ROOM COSTS DOWN... 
They're Always Your Best Buy! 





PARAS CHE 
PAINT PUMPS 


for economical, 
efficient delivery 

of paint directly 
from original drums 
to one or more 
spray guns 


PRASCHE 02051 co. 


A Division of Cline Electric Manufacturing Company 


1909 WEST DIVERSEY PARKWAY @ CHICAGO 14 
For more d 942 or 
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Save labor, time and 
materials plus lower 
paint handling equip- 
ment cost! 
No time lost in transfer- 
ring materials. 
No messy floors or refill 
containers. 
2 to 1 ratio pump handles 
all types of paint. 
Automatically adjusts for va- 
riation in drum height. 


Completely empties the drum. 
Ruggedly built yet easily han- 
died - weighs only 20 pounds! 
Consult your classified directory 
for nearest Paasche representa- 
tive or write for complete infor- 
mation. 
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SPECIAL REPORTS ON FINISHING 


NON-FERROUS 
METALS 


NUMBER I— 
Decorative, 
Corrosion-Resistant 
Finishing with 
lridite 


Chromate conversion coatings are well 
known and accepted throughout industry 
as an economical means of providing cor- 
rosion protection, a decorative finish or a 
good paint base for non-ferrous metals. 
However, continued developments are so 
rapid and widespread that many manu- 


facturers may not be completely aware of 
the breadth of application of this type of 


finish. Hence, this digest of current infor 
mation; to bring you up to date on the 
many ways in which 
salable appearance with durability in one 
finish at a competitive price advantage. 
Report II on paint base, corrosion-resistant 
finishes and Report III on chemically pol- 
ished, corrosion-resistant finishes are avail- 


you can combine 


able on request. 


First, as a basis for this discussion, a 
‘“‘decorative”’ finish is considered as any 
chromate film that is used as a final finish 
in itself. It may be truly decorative in that 
its sole purpose is to enhance the beauty 
of the 


chrome-like 


product. For example, a_ bright 


finish or a pleasing bronze 


appearance are among the many effects 
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that can be obtained. It may be function- 
ally decorative in that it reduces reflec- 
tivity for camouflage purposes or provides 
a means of color-coding parts. But, in all 
cases, the Iridite films protect the metal 
against corrosive attack. 

Iridite finishes are now available for all 
commercial forms of the more commonly 
used non-ferrous metals, including zinc, 
cadmium, aluminum, magnesium, silver, 
copper, brass and bronze. These films can 
produce a wide variety of pleasing appear- 
ances. The basic colors of the Iridite coat- 
ings are grouped below by metals. 

ZINC and CADMIUM: Metallic bright, 
light iridescent, iridescent yellow, 
bronze, olive drab. 

COPPER, BRASS, BRONZE: Metallic 
bright, yellow. 

ALUMINUM ALLOYS: Clear, irides- 
cent yellow, brown. 

MAGNESIUM ALLOYS: Metallic 
bright, iridescent yellow-red, brown. 

SILVER: Metallic bright. 

In addition, many films can be modified 
by bleaching or by dyeing. Among the dye 
colors available are various shades of red, 
yellow, green, blue or black. 
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WHAT IS 


trained personnel are required. 





Briefly, Iridite is the tradename for a specialized line of chromate conversion finishes. 
They are generally applied by dip, some by brush or spray, at or near room temperature, 
with automatic equipment or manual finishing facilities. During application, a chemical 
reaction occurs that produces a thin (.00002” max.) gel-like, complex chromate film of a 
non-porous nature on the surface of the metal. This film is an integral part of the metal 
itself, thus cannot flake, chip or peel. No special equipment, exhaust systems or specially 


® 
IRIDITE? 








Depending upon the metal and the Iridite 
used, corrosion resistance of clear and 
bright films ranges from mild passivity to 
as high as 500 hours in salt-spray; on 
heavier dark films, salt-spray resistance 
ranges from approx. 100 to 1000 hours. 

It is this combination of decorative and 
corrosion resistant properties that accounts 
for the widening use of Iridite finishes. 


For example, Iridites #4-73 and #4-75 
(Cast-Zinc-Brite) make possible for the 
first time, a combination of lustrous chem- 
ical polishing of the as-cast surface of 
zinc die castings and good resistance to 
corrosion. Further, in many cases, sizeable 
savings in the cost of buffing and electro- 
plating are realized. 


On many steel parts, a simple system of 
zinc or cadmium plate and bright Iridite 
is used instead of more costly electro- 
plated finishes to provide a bright, dec- 


orative and protective finish with tre- 
mendous savings in material, equipment 
and labor. 


In finishing aluminum, where corrosion 
resistance or paint adherence is the prime 
consideration, the aircraft industry has 
all but abandoned the anodizing process 
in favor of recently developed chromate 
conversion coatings, among them Iridite 
#14 and #14-2 (Al-Coat). These formu- 
lations and their method of application 
can be varied to retain the original metallic 
appearance while providing acceptable 
corrosion resistance, or to produce a fully 
colored brown finish that offers exceptional 
corrosion protection. Again, time and man 
com- 


343 


power Savings are astounding one 


March, 1957 


pany saved at least $15,000 a year on 
maintenance of racks alone and another 
$40,000 on materials and labor in only 
nine months. In addition, of course, hun- 
dreds of thousands of dollars are saved by 
eliminating the need for expenditures for 
generators, heating equipment and racks. 


Iridites are widely approved under both 
Armed Services and industrial specifica- 
tions because of performance, low cost and 
savings of materials and equipment. 

In planning or designing, you should con- 
sider the many 
Iridite finishes which may enter into the 
specific problem. In addition to having 
decorative and protective functions, these 


other characteristics of 


chromate coatings form an excellent base 


for organic finishes and bonding com- 
pounds. They have low electrical resist- 
ance. Some can be soldered and welded. 
The film itself does not affect the dimen- 


sional stability of close tolerance parts. 


with the many 
selection of the 


You can see then, that 
factors to be considered, 
Iridite best suited to your 
the services of a specialist. That’s why 
Allied maintains a staff of competent Field 
to help you select the Iridite 


product requires 


Engineers 
to make your installation most efficient in 
improving the quality of your product. 
You'll find your Allied Field 
listed under ‘Plating Supplies’’ in 
classified telephone book. Or, write direct 


Engineer 
your 


and tell us your problem. Complete litera- 
as sample part 
is available. Allied Research 
Products, 06 E. Monument 
Street, Baltimore 5, Maryland. 


ture and data, as well 


processing, 


Inc., 4004 
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Practical Applications 
of Modern Products 


Electrostatic Spray 
Speeds Finishing 
Operation 


Last year, a manufacturer of gas- 
and oil-heating and air-conditioning 
equipment, Waterman-Waterbury 
Company, Minneapolis, converted its 
painting installation to electrostatic 
spray. One example of why the com- 


=— 





pany is enthusiastic about the results 
is the increase in conveyor speed that 
the installation has made _ possible: 
from seven to 1114 f.p.m. “With ever- 
rising manufacturing costs,’ a com- 
pany official commented, “the savings 
effected by our modernization program 
have enabled us to keep a more com- 
petitive position.” 

The change-over to electrostatic 
spray was made during the company’s 
busiest season without interrupting 
production. On ‘Tuesday, workmen 
began to install a new 60-foot convey- 
or loop and the Ransburg No. 2 elec- 
trostatic equipment. The following 
Saturday, test panels were painted. 
Five days later the new line was in 
full production. 

Approximately 30 painted parts go 
into one furnace. They are painted in 
three colors: white and two shades of 
green. Most attention is given to get- 
ting a uniform, high-quality finish on 
the outside of the furnace panels. 


How Parts Are Hung 
on Conveyor 
An important part of this finishing 


Fig. 1—Lo Boy model, Series 6000, is typical 
of the Waterman-Waterbury line of furnaces. 











Fig. 2—Panels for furnaces move through Ransburg No. 2 electrostatic spray booth. 
Furnace parts and “fillers’’ are painted in proper sequence to simplify final assembly. 


Fig. 3——Seventy minutes after parts for furnace are hung on the conveyor, gas or oil 
furnace rolls off the assembly line. (Photos courtesy Ransburg Electro-Coating Corporation.) 
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operation is the hanging of parts in 
proper sequence to simplify the next 
step in assembly and shipping. Work 
ers hang the furnace panels and ir 
regular inside “filler” pieces in prop 
er sequence so that parts for complete 
units arrive at the assembly point. 
Three types of workholders are em- 
ployed. Secondary hooks are used 
where possible to work in as many 
pieces as possible in a single painting 
operation. Hooks are placed at eight- 





© LAQUA displaces water from a surface and at the same time 
deposits a thin protective film thereon. It eliminates the drying 


operation after plating. 


© LAQUA does not interfere with electrical contacts. 
© LAQUA-coated metals can be spot welded . . 


soldering operations. 


* LAQUA prevents oxidation, sulfer discoloration and finger- 
printing of parts during storing and handling. 


* LAQUA resists salt spray and humidity. 


* LAQUA con be recoated with almost all finishes. 
Write for Free Sample and Complete Catalog. 


FIDELITY CHEMICAL PRODUCTS CORP. 


472 Frelinghuysen Avenue, Newark, New Jersey 


tle 344 on Re 
finishing 
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inch centers on the conveyor. Panels 
up to 65 inches in height are hung 
vertically on the line, while the larg- 
est, 96 inches in height, are run hori- 
zontally. The longest run for one 
model is about 11 hours and the short- 
est run about four hours. 


Metal Preparation 
Before painting, the heating and 
air-conditioning equipment parts are 
sent through a five-stage metal-prep- 
aration cycle: 1) 
hot alkaline wash; 
2) hot water 
| rinse; 3) phos- 
| phatizing in hot 
| phosphate  solu- 
tion; 4) cold 
water rinse; and 
5) warm chromic- 
acid wash. 


preserve and protect chemically-cleaned “and | 
electroplated surfaces by dip or spray 


Painting 
Parts on 

conveyor 

travel 


the 
first 
through a 
spray booth, 
where hand 
sprayers touch up 
recessed areas be- 
cause these areas 
are difficult to 
coat properly 
with electrostatic 
spray. 

From the hand- 
spray booth, work 
moves into the 
electrostatic spray 
booth, where four 
eight-inch atomi- 
ing bells on one 
side of the line 
and two on the 
other side apply 
a light protective 
coating on the 
back side of the 
panels and parts 
and an 0.8-mil 
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Bath can be automatically held to 
within +1° F. by Sarco Electric Tem- 


Plant of Regal Plating Co., Inc., Providence, R. |. where 32 
perature Controller 


electroplating tanks are equipped with Sarco LS! Electric 








Indicating Temperature Controllers 


How low-cost Temperature Control 
ended “blue haze,” pitting, burning 


Regal Plating Co. now gets high quality plating with minimum of rejects 


This well-known job plater specializes in high quality 
plating of costume jewelry and fishing lures. During an 
expansion program management ordered the elimina- 
tion of these common plating difficulties: blue haze on 


nickel plate, pitting of copper plate and burning of 


sharp points. 


These troubles were due to creeping bath tempera- 
tures ... the result of manual temperature control, which 


is always unreliable. 


To solve these problems and step up efficiency, Regal 
installed Sarco LSI Electric Indicating Temperature Con- 
trollers on all 32 plating tanks 
completely eliminated, rejects greatly reduced, no more 


Result: above troubles 


burnishing of nickel plate 


Investigate the advantages of Sarco Temperature 
Controllers. Write for Handbook No. 6 or consult your 
Plating Supplies Jobber. Sarco Company, Inc., Empire 
State Bldg., New York 1, N. Y. 


SA RCO: improves product 
quality and output 
e 345 
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: Sarco LS! 


Electric 
Temperature 
Controller 


A COMPLETE SYSTEM 
FOR AS LITTLE 
AS $130 A TANK! 


Accurate to + 1° F 
Simple. Dependable 
Easily installed 

Easy-to-read con- 
troller dial indicates 
temperature being 
maintained. Tempera- 
ture setting quickly 
changed by turning 
one knob 
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Practical Applications .. . 


coating on the front side, where ap- 
pearance is important. 

After painting, the parts move along 
to an overhead, U-shaped, gas-fired 
oven, where they are baked at 240 
deg. F. for 20 minutes. 

The conveyor is about 750 feet in 
length, and only 70 minutes elapse 
from the time pieces are hung on the 
line until they are completely paint- 
ed, baked, assembled and crated. 

f r more iat ] l on Re ler Se rvice Card 


kkk 
Martin Sprays Bombers 
with Hot-Paint Airless 
Spray 


Glenn L. Martin Company paints 
USAF B-57 jet bombers faster by us- 
ing a hot-paint airless spray unit. Paint 


a CRN = : 


Hot spray painting apparatus used for paint- 


ing jet bombers, Paint is hydraulically 
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is drawn from a standard tank, heated 
to 165 deg. F., and hydraulically press- 
urized to 600 p.s.i. The solvents, under 
heat and pressure, atomize the paint 
at the spray nozzle, applying more 
paint solids to the surface being spray- 
ed than would be possible without 
heat. Process helps to ensure a smooth 
high-gloss finish. Only two coatings in- 
stead of three are now required. 


For more C 
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Oven Thermometers 
Finished with Silicone- 
Based Paint 


Silicone-based paint formulated by 
The Stanley Chemical Company, a 
subsidiary of The Stanley Works, 
East Berlin, Conn., is being used to 
finish Taylor Oven Thermometers. 


pressurized to 600 p.s.i. (Photograph courtesy 
Glenn L. Martin Company, Baltimore, Md.) 
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KADMOID eliminates $2,298,000 
warehouse at Goodyear Rim Plant 


tough and durable, and offers peak re- 


Thanks to the established protective quality 
of the Kadmoid finish used on these tire 
rims, the Metal Products Division, of The 
Goodyear Tire and Rubber Company, Inc., 
Akron, stores acres of rims under acres of 
sky ... in all kinds of weather. No costly 
building is needed to guard this vast ware- 
housing area against snow, sleet, rain or sun. 


Another vitally important point .. . field 
records prove that the Kadmoid baking 
finish far out-performs the zinc plating pre- 
viously used, keeps Goodyear rims the 
world over looking better, longer .. . and 
at far less cost. 


Such unusual savings are typical with Kad- 
moid ... because Kadmoid is extremely 


sistance to salt and other chemicals. It's 
ideal for use where maximum protection 
is essential. 


May we tell you more? 


*Kadmoid is the finish Goodyear advertises 
as Bond-a-Coat 


UNIVERS 
& VAR 


BEDFORD, OHIO © Box 


We engine 
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The coating is applied directly to the 
sheet metal stock, without priming or 
bonding coats. 

Three colors are being used on each 
thermometer: beige for the sand blast 
ed steel cans; green for the alkaline 
etched aluminum dial, and red for the 
bright-dipped brass pointer. The steel 
is cured for one hour at 450 deg. F. o* 
and the aluminum and brass for 30 ~7o). 
minutes at the same temperature. The ee 
parts are then sheared, blanked, per- "0 o%* 
forated and formed. - 

r & 
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Producing Porcelain- 

Enameled Signs 


By ARTHUR Q. SMITH 
American Gas Association 
New York, N. Y. 


The use of porcelain - enameled 
signs and structural material is so wide- Taylor Oven Thermometer: silicone finish 





OVEN 





INCREASE PAINT SPRAY BOOTH EFFICIENCY 
..»» AND SAVE TIME, FLOOR-SPACE, MONEY! 








... With RP 
Paint Arrestors 


The Argo Lamp Co. found RP Paint Arrestors 
more efficient, more economical in arrest- 
ing paint overspray than the more elabo- 
rate and expensive system previously used. 
Investigate the many advantages of these 
inexpensive, replaceable pads to increase 
booth efficiency, reduce floor-space re- 
quirements and maintenance costs. 


WRITE TODAY 


+ « « PRODUCTS OF RESEARCH | 


Photo Courtesy Argo Lamp Co., Research Products Corporation 


Philadelphia, Pa. 
Dept. 38, Madison 10, Wisconsin 
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PERMITS FORMING AFTER PAINTING 


In the processing of aluminum strip for 


or i ae ‘ . ; awnings, the Alodine process has cut oper 
Users of strip aluminum find that silenced. a an os ee, eee 


ACP Alodine anchors the finish so production as much as 50%. 
firmly to the metal that it can be 
roll formed after painting without 
damaging the finish. The chemical 
coating formed by this ACP prod- 
uct becomes an integral part of the 
metal, bars corrosion, adds years to 
the life of the metal. It offers a two- 
fold economy—it is inexpensive 
and it permits scratches in the coat- 
ing to be quickly and easily repaired. 


BOTH COMMERCIAL AND MILITARY 
AIRCRAFT are treated with ACP Alodine 
to protect the metal and improve paint 
adhesion. Quality and economy are two 
important reasons. 


LEARN MORE ABOUT ACP ALODINE. Bulletin 1424 describes the various types of 
ACP Alodine and gives information which will help you select the proper one for 
your particular application. Write for your copy today. 





AMERICAN CHEMICAL PAINT COMPANY, Ambler 14, Pa. 


DETROIT, MICH. ° ST. JOSEPH, MO. . WILES, CALIF. ° WINDSOR, ONT. 








PROCESSES 





New Chemical Horizons for Industry and Agriculture 
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Practical Applications .. . 


spread that plants to produce these 
products are scattered throughout the 
country. They are usually located in 
the center of their marketing area and 
make signs for firms doing business in 
that general area. 

One such plant is the Southwestern 
Porcelain Steel Corp., Sand Springs, 
Oklahoma. Situated on the outskirts of 
Tulsa, this organization manufactures 
porcelain enamel signs for a variety of 
companies, some of which have na- 
tional distribution for their products. 

In a modern plant with facilities to 
produce from the smallest to the larg- 
est sign, the company can do the com- 
plete job from original design and sheet 
stock forming to finishing the product. 
Some of these up-to-date facilities in- 
clude a special section in the plant to 
grind frit for the application of colors 





WHY 
DO YOU ALLOW RAPID WEAR 
ON YOUR BUFFING FIXTURES 





when they can be FUSECOATED 
to last pp to a year or more? We 
specialize in protective coatings for 
fixtures of all kinds and would like 
to add your name to our long list 
of regular customers. 

Write 
for our general information folder 
or send sample fixture or drawing 
of same to be FUSECOATED. 


Fusion Metal Coating Co. 
25493 West 8 Mile Road 
Detroit 19, Mich. 
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Fig. 1—Spraying ground coat for porcelain 
enamel on a sign panel at Southwestern Por- 
celain Steel Corp., Sand Springs, Oklahoma. 


which accurately duplicate customers’ 
specifications. 

The principal operation, which is the 
basis of all porcelain enameling, is the 
precision firing of the enamel on the 
signs to produce a lasting, weatherproof 
and attractive finish. This is done in 
high-speed gas-fired furnaces under 
complete automatic temperature con- 
trol, with approved safety equipment. 
After the sheet metal has been cut 
and formed for a particular sign job, 
it goes through pickling solutions to 
prepare the surface for a ground coat 
and the successive color coats. A ground 
coat is sprayed on (Fig. 1) and dried 
in a gas-fired oven at from 250 to 300 
deg. F. Production procedure varies ac- 
cording to the design and the number 
of colors that must be applied. Each 
color is applied separately and dried 
between each application. Due to cer- 
tain color combinations, it is sometimes 
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A SINGLE MACHINE 





Ronsohoff ::: 


ne 
se 


—" 
RTA ON 


SS 


ee 
SOT 
POE eae 


_— 


1 Cleans sniall pabts tn 
drum section | 


2 Cleans tote pans in 
conveyor section 


‘TION DRUM & CONVEYOR TYPE 
RINSE & DRY MACHINE... 


Cleans large or 
fragile ports in 
conveyor section 





Versatile .. . Ransohoff- design . . . important 
savings in initial cost, space, time and labor, 
plus increased production! 

Ransohoff Combination Drum & Conveyor 
Type Cleaning Machine—side-by-side—gives 
the widest possible use and most efficient 
cleaning, at the lowest cost. You save on first 
cost, on installation, on 
maintenance ! 


operation and on 

One operator loads small parts in drum section 
and tote pans, large or fragile parts in conveyor 
section. After thorough washing, rinsing and 


Honsohoth ” 


For more data 


March, 1957 


drying, parts and tote pans are returned to 
operator at loading end. 


Ransohoff engineers will gladly survey your 


cleaning requirements, suggest production- 
proved methods to cut costs and improve results 
in your plant. 

For complete details, write: Ransohoff, Inc., 
610 North Fifth St., Hamilton, Ohio. 





| Seeitat: BOOTH 437 WESTERN 
METAL SHOW, LOS ANGELES, CALIF. 
MARCH 25-29 
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Fig. 2——Porcelain enamel sign sections going 
into large conveyor type muffle furnace to 
have finish coat fired at 1500 deg. F. (Pho- 
tographs courtesy American Gas Association.) 
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Practical Applications .. . 


necessary to fire each color separately. 

For this high-temperature firing there 
are three gas-fired furnaces. One is a 
radiant tube continuous conveyor-type 
furnace which is usually operated in 
the temperature range of 1,480 to 1,500 
deg. F. This furnace is used for small- 
er pieces. 

There are two large muffle furnaces, 
one a box-type 5 by 12 by 514 feet, and 
another which is conveyorized (Fig. 2), 
514 by 1314 by 7 feet. Both utilize 
North American burners on pre-mixed 
gas. The box furnace is operated at 
1,480 deg. F. and the conveyor furnace 
at 1,500 deg. F. 

Because of the high capacity and ac- 
curate temperature control of these 
furnaces, the ground coat can be fired 
in eight minutes, a silk screen design 
in five minutes. Now and then when the 
last color covers a small area or just 


with the PARAMOUNT 
“Finishing Touch” 


“Fine finishes are essential to the sales success of our 
products,” says L. E. Mason Co., leading manufac- 
turer of quality gifts. “To highlight the copper 
plated and oxidized finish of the coasters, we depend 
on Paramount Felt Bobs. We get the precise color 
we want with no ‘ragged highlighted ends’ and 
without destroying contrast between the oxidized 
backgrounds and highlights. Your bobs give good 
cut, good life while producing the fine finishes we 
demand.” 


Wherever fine finishes count, successful firms use 
Paramount Wheels and Bobs. Join the leaders — 
specify Paramount. Call your supply house 


\ 
Bacon Feit Co. . 
447 West Water St. Taunton, Mass ‘“ 


‘a 
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INVESTIGATE THIS TIME-SAVING 


lop 


air 


BENCH MODEL 
VARIABLE SPEED 


Bench-Type Single Speed 


Note Carefully These 
IMPORTANT POINTS 


Barrels can be filled with parts or abra- 
sive — while running. 
No. 5—Voriable Speed 
> oe ae Work can be watched — samples re- 
moved for inspection — while running. 


Angle can be changed for best abrasive 
or polishing action — while running. 


Barrels can be emptied by tilting to 
pouring position — while running. 


No. 5A—Single Speed . . P 
Barrels are made in various sizes, shapes, 


and materials. They are easily replaced. 


lf You're a Tumbler, Send 
for This NEW CATALOG 


THE HENDERSON BROS. COMPANY 
“The Tumbling Carrel People” 


134 SOUTH LEONARD STREET 
WATERBURY, CONNECTICUT 


SIN¢ ! ( DESIGNERS AND BUILDERS OF TUMBLING BARREL € jt 
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Practical Applications .. . 


a spot here and there, three and one- 
half minutes will fuse the frit into the 


hard finish desired. 
For more data circle 4 on Reader Service Card 
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How ‘‘Nomar’’ Marine 
Products are Protected 
from Corrosion 

and Abrasion 


Products for marine service made 
by Whitman & Robinson, a metal 
fabricating company of Weedsport, 
New York, are protected with primers 
and plastisols provided by The Stan- 
ley Chemical Company, a subsidiary 
of The Stanley Works, East Berlin, Nomar Marine Anchor: primer plus plas- 
Conn. Sold under the trade name _ tisol provides corrosion-preventive coating 


| Dey me DIRT a ae a LLL KY TX 
BOND TACK CLOTH 


STAYS SOFT AND TACKY — 
A SPECK-FREE FINISH EVERY TIME 


Now Available in Rolls or Cut Bulk—White or Gold 
In Three Different Types of Cloth 


Get your Tack Cloth packed just the way it's easiest for you to use 
. either in 150 yard rolls of 36’’ wide cloth or in handy cartons 
. 100 or more Tack Cloths te the carton. 

IN ROLLS No matter which way you buy it, ase can be sure that every 
Cut off any size piece oe yl ae will stay SOFT and TACKY until the very last bit is 
to use as needed. The Cut Bulk size is 18"' x 36". . . folded to 4%2"" x 18” for ease of 
handling. ALL BOND TACK CLOTH is Spontaneous Combustion 
Proof, Lint-Free and Wax-Free. Gives a sparkling speck-free Fin- 

ish every time. Clean and sanitary. No waste. 
TRY THEM and COMPARE RESULTS. amples Gladly Sent Upon Request. 


BOND CHEMICAL PRODUCTS CO. 


“The Tecky Wiper Specialists’ 
2639 N. CLYBOURN AVE. CHICAGO 14, ILLINOIS 





IN BULK ALSO INDIVIDUALLY PACKED IN GLASSINE ENVELOPES 
Cut and folded —144 to the Carton 


Ready to use. A WARRANTY OF SATISFACTION IN EVERY CARTON 
For more data circle 353 on Reader Service Card 
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NO REASON WHY YOU CAN'T DO IT, T00! 


MUELLER 
CLIMATROL, 


Milwaukee, increases paint 


mileage 40% with 


RANSBURG 
NO. 2 PROCESS 


And, 10 men averaging 





Typical of the Mueller Climatrol 
line is this summer air condi- 
tioner and gas-fired winter air 
conditioner, now uniformly 
painted electrostatically with 
RANSBURG NO. 2 PROCESS 


Painting used to be a bottleneck in the manu- 
facture of heating and air conditioning equip- 
ment at Mueller Climatrol. 


But not any more! 


When Mueller modernized its finishing de- 
partment—replacing hand spray with Ransburg 
No. 2 Process Electro-Spray—daily production 
was increased ... finishing costs were cut... 
and quality of the work was improved. 


Annually, Mueller coats over 10 million square 
feet of sheet metal, so a 40% increase in paint 
mileage—translated into paint dollars saved—is 
a sizeable figure. Pointing up other savings, a 


iP, 


40 hours a week 
now do the work 
formerly handled 
by 24 men 
averaging 

50 hours! 





typical run of 400 furnace casings used to take 
200 man hours to clean and hand spray. Mueller 
does it now in 60 hours! 


NO REASON WHY YOU CAN'T DO IT, TOO! 


Whatever your product, if your production jus- 
tifies conveyorized painting, chances are one of 
the Ransburg Electro-Coating Processes can do 
it better, for less, with improved uniformity and 
quality of the work. Write for our new brochure 
which includes numerous examples of both large 
and small manufacturers of a variety of products 
who are enjoying the many advantages of 
Ransburg Electrostatic Spray Painting. 


uy ELECTRO-COATING CORP. 
Iindianapotis 7, indiana 
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Practical Applications .. . 


Nomar,” the company’s products in- 
clude anchors, boat hooks, gasoline 
tank holders and battery boxes. 

“Nomar” anchors are made in five-, 
10- and 15-pound weights to handle 
anything from a rowboat to a 22-foot 
cruiser. They must not mar the high 
ly finished decks of boats, slip on 
decks when boats are turned sharply 
or pick up motor vibrations. They 
must also withstand the abuse of an 
choring heavy boats in rocky and 
sandy bottoms and of course they 
should not be affected by the corrosive 
action of salt water. 

Whitman and Robinson experiment 
ed and selected a coating system to 
meet these service conditions; name- 
ly, an application of Stanley 72R- 
426A primer, which contains zinc 
chromate for added protection against 
corrosion, and a coat of Stanley 77X 


1078 orange plastisol. The high sur- 
face-slip characteristic of the plastisol 
gives a coated anchor the added ad- 
vantage of washing clean when it is 
pulled up from a muddy bottom. Im- 
pervious to salt and oxygen deteriora- 
tion, the plastisol coating resists chip- 
ping and wearing off from abrasion. 
I rcle § on Reader Service Card 
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Infrared Oven Used to 
Bake Paint on Large 
Capacitor Housings 


Paint is now being baked on large 
12-foot-high capacitor housings in 
General Electric’s Hudson Falls, New 
York, plant, by conveying the hous- 
ings through infrared ovens. The 
ovens, approximately 15 feet long and 
17 feet high, are designed to utilize 
banks of General Electric infrared 





PROTECT FINE 


PLATED SURFACES 


with RP 


Neotex 
rubber 


. the open pattern Neoprene 
matting, protects highly polished 


finishes when used to line any surface where 
goods are worked on or in transit. In roll 
form, Neotex can be easily cut to any size 
or shape. . . it’s rugged and long lasting, 
resistant to abrasives, caustics, heat, acids, 
oils, oxidation. Open pattern permits 
buffing compounds to settle. Available in 
a fine or coarse pattern. Write for complete 
information, 


RESEARCH PRODUCTS CORPORATION 


Dept. 76, Madison 10, Wis. 
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The buff you select is all important—it will mean longer 
buff life and greater production from a buff wheel. 
Specify and buy the proven Schaffner Metal Center Air 
Cooled bias (type) Buff, and don’t be satisfied with imita 
tions. You'll find Schaffner buffs last longer, consume less 
compound and reduce rejections. 

Write us. We'll run a test for you in your own plant and 
prove our claims. 


MANUFACTURING COMPANY, INC. 


SCHAFINER CENTER © ROSEWOOD 1.9902 + EMSWORTH PITISHURGH 2 


* TRIPOLI COMPOUNDS * CHROME COLORING ROUGE * GREEN ROUGE * JEWHLERS’ ROUGE 

i * ; * CROCUS COMPOUND ° STAINLESS STEEL COMPOUNDS * ALUMINUM BUFFING 
* @—. - * ALL-PURPOSE BUFFING COMPOUNDS * WHITE COLORING COMPOUNDS * MICKEL BUPFEEG 
Schaffner Bros. make (LIME) = * «= EMERY CAKE «0° = PLASTIC BUFFING COMPOUNDS * TALLOW GREASE STICK 
things Shine * PUMICE GREASE STOCK * POLISHING WHEEL CEMENT *° STEEL POLISHING COMPOUNDS 


Paul — Bob — Gus 
COMPOUNDS MADE IN BAR, SPRAY OR PASTE 
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lamps developing a temperature of 
300 deg. F. for the 30-minute bake. 
Fostoria Pressed Steel Corporation 
engineers, cooperating with General 
Electric industrial heating specialists, 
developed and constructed the big in- 
frared oven to General Electric speci- 
fications. Requirements called for a 
radiant oven which would not only 
accommodate the largest housings, but 
also would bake smaller, six-foot-high 
housings with equal efficiency. To give 
this versatility, the Fostoria oven is 
divided into several circuits, so that 
parts of the oven may be turned off 
when smaller sizes are being baked. 
The capacitor housings, used for 
outdoor switching stations and substa- 
tions, are pulled through the oven at 
speeds varying from six to 12 inches 
per minute, by means of a floor-type 
conveyor. Paint used is a Glyptal* 


*Registered trade-mark of General Elec- 
tric Company. 


For a 
Dust-Free 
Finish... 


DETROIT 
Handy 


» “Tac Rags’ 
é p 


oe 


For cleaning metal, wood 
and plastic surfaces before 
painting. Order today 
through your supplier - oe 
DETRO SALES CO., INC., Culver City, Calif. 


Standard of the Finishing Industry Since 1934 | 
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Large infrared oven is used to bake capaci- 
tor housings at General Electric. Floor con- 
conveyor is used to pull housings through 
the oven. (Photograph courtesy Fostoria 
Pressed Steel Corporation, Fostoria, Ohio.) 


type, formulated to withstand severe 
weather conditions. 

While the General Electric paint 
specifications require a half-hour, 300- 
degree bake for average finishes, Gen- 
eral Electric infrared lamps of varied 
wattage are positioned to make it pos- 
sible to achieve the precise tempera- 
tures desired for units of different 
sizes. The new oven is equipped with 
a ventilating system as well as safety 
interlocks which control and prepurge 
the oven atmosphere before the cur- 
rent is turned on. 
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Large Compressor 
Casting Part Washed 
Automatically 


and com- 
chips from 
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Ke7-Funcdhe processes cut 


finishing costs, step up production 


Savings on deburring, descaling, grinding, polishing, 
coloring and surface improvement by Roto-Finish barrel 
finishing processes are tremendous. Expensive hand fin- 
ishing methods can be eliminated. 


Roto-Finish Chips, Compounds and Machines are 

of the highest quality —Roto-Finish has never sacrificed 
quality for the sake of price. A continuous program of improvement 
of processes and products gives you better performance. 


Roto-Finish guarantees results— ‘There is no costly 
trial and error involved in the purchase of Roto-Finish equipment. 
You submit unfinished parts to Roto-Finish along with a @nished 
sample and a description of the finish you require. These sample 
parts are processed by Roto-Finish to determine the right process 
to do the job. Roto-Finish guarantees to reproduce the same results 
in your plant, using Roto-Finish processes, that are achieved in 
sample processing. 


Send for this Free Technical Data Folder 


K270-Fincdhe, (OD) COMPANY 


Phone FI 3-5578 
3704 Milham Rd., Kalamazoo, Mich. 
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Practical Applications . . . 


compressor castings has been solved 
by the installation of a new Indus- 
trial Washing Machine at the La 
Crosse, Wisconsin, plant of The Trane 
Company, manufacturer of air condi- 
tioning, ventilating and heat transfer 
equipment. The machine, designed and 
built by Industrial Washing Machine 
Corp., Matawan, New Jersey, proc- 
esses ten compressor castings an hour. 

The difficulties involved in thorough- 
ly removing chips from the inner re- 
cesses and tapped holes of the ma 


Large compressor casting emerging from a 
washing machine especially designed to clean 
and dry the casting. Inset shows how cast- 
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chined parts have been eliminated by 
means of a rotating fixture which 
holds the compressor casting suspend 
ed in a special manner within the 
spray chamber. In operation, power 
ful sprays of hot detergent solution 
play upon the rotating compressor 
casting from the sides, top and bot- 
tom, removing oil, metal chips and 
dirt, followed by a rinsing spray, a 
rust-preventive coating, then a steam 
bath at 300 deg. F. to dry the coating. 

The machine is 10 feet long, six feet 
wide and 11 feet high. Designated as 
Model CAB-42 x 42-WR-STM, the 
washer is heated by steam. 


For more data circle 7 on Reader Service 


ing is suspended in washing machine so that 
sprays clean inner recesses, (Photo courtesy 
the Industrial Washing Machine Corporation.) 
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More complete corrosion of anodes 
by using the HARSHAW ANOCAP 


The Harshaw Anocap is a rubber electrode assembly pro- 
tector. Easily slipped over the anode hook and down over 
the anode top, the Anocap enables you to corrode an addi- 
tional 2 to 4 pounds of metal from each anode. 


Many more time and money-saving benefits are yours in 
the inexpensive Harshaw Anocap: 


1. More usable metal—less recasting or scrap loss. 


2. Shorter stub—easily placed directly into anode 
saver basket and consumed. 


3. Anode hook protected, thus giving it longer life. 


4. With Anocap in place on hook, anode can easily be 
screwed on or removed from hook. 


5. Anocap pays for itself during first use. 


6. Entire anode can be below solution level. Shorter 
anodes can be used and thus a larger quantity of 
anodes can be obtained from any given poundage 
of ancde metal. 


7. When using Anocaps, solution level of bath is not 
critical. 


8. Anodes can be used with any standard oval anode. 


You'll make new savings on anodes tomorrow if you order 
Harshaw Anocaps today. Send or call in your order to the 
nearest Harshaw sales office. 


THE HARSHAW CHEMICAL CO. 
1945 East 97th Street + Cleveland 6, Ohio 
Chicago 372, Ill. Los Angeles 22, Calif. 

Cincinnati 13, Ohio Detroit 28, Mich. 
Cleveland 6, Ohio Philadelphia 48, Penna. 
Houston 11, Texas Pittsburgh 22, Penna. 
Hastings-On-Hudson 6, N. Y. 
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Binks Style E Dynaprecipitor 
Water Wash Spray Booth 


».-easy to maintain...needs minimum space 


Built for easy maintenance 


Entire manifold and front water 
curtain come out in seconds— 
without tools! Really simplifies 
occasional clean-up of manifold, 
upper wash chamber, rear water 
curtain and rear exhaust cham- 
ber. Hinged water curtain permits 
skimming of entire collecting pan 
without dismantling booth! 


Built for low maintenance 


All paint collecting surfaces con- 
tinuously water scrubbed. Curved 
wash chamber surfaces prevent 


paint build-up. Complete water 
circulation system has no dead 
ends to accumulate sediment. 


Needs less floor space 


New design shortens depth of 
wash unit. Never before a booth 
with such maintenance ease. 


Free descriptive bulletin 


Ask your Binks jobber or indus- 
trial distributor 

for a copy of 

Bulletin DUE, or 

write direct to 

the address below. 


Ask about our spray painting school 
Open to all...NO TUITION...covers all phases 


SPRAY 
GUNS 


BY 


ACCESSORIES 


AIR 
COMPRESSORS 





SPRAY FA/N//NG 


Binks Manufacturing Company 


3118-40 Carroll Ave., Chicago 12, Illinois 


7086 


REPRESENTATIVES IN PRINCIPAL U.S. & CANADIAN CITIES + SEE YOUR CLASSIFIED GRP DIRECTORY 
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Cleaning 


Polishing 


Metal Parts Cleaner 

Circo Equipment Company has in- 
troduced a fast-action, agitating parts 
cleaning machine. 

Available in two models, the MPC-3 
and MPC.-4 are pneumatically operat- 


Circo Power-Agitated Parts Cleaning Machine 
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Plating 
Paint Finishing 


ed power-agitation cleaners. Both can 
be used cold or with steam, gas or 
electric heat. 

The MPC-3 and 4 are adaptable for 
use with all solvents, alkalies and aci- 
dic solutions. The machines incor- 
porate combination settings for wash- 
ing, pre-washing, rinsing and drying. 
A three-way valve controls automatic 
raising and lowering of the work plat- 
form to waist level for easy loading 
and unloading. 

Applications for these machines in- 
clude solvent and alkali cleaning, pre- 
painting cleaning, post heat-treat 
cleaning, quenching, wax coating and 
protective coating. 

Complete specifications are avail- 
able from Circo Equipment Co., 51 
Terminal Ave., Clark, N. J. 

For more 
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Chemical Descaling 


Process for Titanium 

Development of a process that de- 
scales titanium and its alloys without 
adversely affecting the physical and 
chemical properties of the metal has 
been announced by Turco Products, 
Inc., Los Angeles 1, Calif. 

The process requires two immersion 
steps (one for scale conditioning and 
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Photos of panels demonstrate effectiveness 
of Turco titanium-descaling process. Scale 
was formed on titanium alloy (6 aluminum, 
4 vanadium) at 1750 deg. F. Panel A shows 
specimen that has been descaled for 25 min- 
utes in mixture of 2 per cent hydrofluoric 
and 30 per cent by weight nitric acid at 


one for scale removing) and two rins- 
ing steps, following the heat forming 
or heat treating operation. 

The Turco Titanium 
Process requires relatively 
peratures (270-280 deg. F.), results in 
low metal loss (0.0001 inch to 0.0003 
inch per side), and is suitably inhibit- 
ed to avoid hydrogen pickup and the 
resultant hydrogen embrittlement (+ 4 
p.p.m. or 0.0004 per cent hydrogen per 
cycle). In addition, the process will 
not warp thin-gauge material, cause 
salt entrapment, or adversely alter the 
physical characteristics or surface 
smoothness of heat treatable alloys. 

Literature may be obtained by writ- 
ing Turco Products, Inc., 6135 S. Cen- 
tral Ave., Los Angeles 1, Calif. 
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Barrel Finishing Machine 

A variable-speed finishing barrel has 
been developed by The Abbott Ball 
Co., 1064 New Britain Ave., Hartford 
10, Conn. 

This machine has a 22-inch-by-33- 
inch barrel with a capacity of 1,200 
pounds. Available in either single or 
double compartment units with or 
without neoprene linings, the barrel 
operates at speeds of seven to 30 r.p. 


March, 1957 


room temperature. Panel B is shown before 
any scale removal has been attempted. 
Panel C shows how the panel looks after 
treatment with Turco Scale Conditioner (the 
first step in the process). Panel D is specimen 
after immersion in Turco Titanium Descaler. 
Process doesn’t affect surface smoothness. 


m. It has the following safety fea- 
tures: a poppet-type venting valve; a 
guard which functions as an automa 
tic cut-off switch when raised; and re 
cessed controls. 

For n jata circle 10 





Abbott Ball Variable-Speed Finishing Barrel 
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New Equipment, Processes de Nemours & Co., Inc., Kinetic 
Chemicals Div., Wilmington, Del. 

Adaptable to vapor degreasing or 

cleaning by liquid immersion, the sol- 

Selective Solvents vents will be marketed by the Du Pont 

Nonflammable solvents that will re- Company under its “Freon” trade- 

move oil, grease, and dirt without mark. Three types, all classified tech- 

harming delicate metal parts or elec- nically as “selective solvents,’ are 

trical insulation, yet are safe enough available. 

to use in ordinary work areas with Big advantage of the ‘Freon’ sol- 

conventional ventilating equipment vents, the company says, rests in their 

have been announced by E. I. du Pont _ safety, both from a personnel exposure 

and material 

standpoint. Be- 

cause they are 

2 o.n 1 ba me 

mable and _ non- 

explosive, they 


e 
leading auto manufacturers can be used in 


open shop areas 


without danger of 
install ¢ ie ¢€ | fire. In addition, 
from an_ inhala- 
tion toxicity 
QUARTZ \ jn i standpoint, they 
y = are rated as high- 
ly safe when used 
in properly de- 
signed equipment. 
One of the most 
important uses 
proved to date, 
the company said, 
is in cleaning of 
electrical motors. 
Biggest problem 
there in the past 
has been the tend- 
Another major auto manu- ency of cleaning 
CLEPCO Quartz Paint Ovens facturer reports that CLEPCO 
are based on the use of spe- Paint Ovens are lower in ‘ 2 
cial CLEPCO Quartz Heaters original cost as well as in insulation on the 
designed to emit that part operating costs than the con- motor wiring. 
of the heat spectrum most ventional gas fired convection 
readily absorbed by paints. ovens previously in use. 


solvents to attack 


These solvents 


will not soften, 
CLEPCO’S Complete Research Facilities are of your service to oe “ee 
determine the most efficient quartz oven for your requirements. craze or dissolve 


any of the com- 
SEND FOR COMPLETE INFORMATION i % 4 monly used wir- 


THE CLEVELAND PROCESS COMPANY et 


1965 EAST 571TH STREET * CLEVE! }, OHIC EPC pany states. 
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4 Phosphorus policemen arrest 
delinquent copper ions that want 
to play instead of work in the 
solution—thus preventing COPPER 
BUILD-UP and cutting cost of cor- 
» recting the solution. 
Phosphorus policemen wake > 
up lazy copper ions that want to 
settle down as SLUDGE in the 
bottom of the tank —thus making 
“bagging” and diaphragms un- 
necessary. 








A Phosphorus traffic police keep copper moving uniformly to 
give you SMOOTH, HEAVY CATHODE DEPOSIT—up to 15% 
more cathode deposit per anode—and UNIFORM ANODE 
CORROSION, leaving smal!l “fish” that cut scrap losses. 


Here’s why Anaconda “Plus-4” (Phosphorized Copper) Anodes 


cut electroplating cost and give you better work 
The playful characters above give a perhaps over-simplified explanation of a 
laboratory development now saving acid-copper electroplaters, electrotypers, and 
electroformers a lot of time and money. 

Metallurgists in The American Brass Company found that if copper used as 
anodes contains a small but precisely controlled percentage of phosphorus, all the 
copper moves uniformly through the acid-copper solution to the object being 
plated. The phosphorus seems to act like a policeman. 

Anaconda “Plus-4”° Phosphorized Copper Anodes are the result. They have been 
proving their superiority in acid electroplating tanks all over the country. Send in 
the coupon today. 


The American Brass Company, Waterbury 20, Conn. 
In Canada: 


ANAC '@) N DA Anaconda American Brass Ltd., New Toronto, Ontario 


Please give me details on how | can get a test supply 


ee Pp LU 6 4’ : of “Plus-4" Anodes sufficient to fill one tank. 
Po 


(Phosphorized Copper) aca 


COMPANY 


ANODES ADDRESS. 


Made by The American Brass Company 


For more data cir 
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New Equipment, Materials 


Other important uses developed for 
the “Freon” solvents include cleaning 
of electronic instruments, photographic 
and sound recording films and tapes, 
oxygen breathing apparatus, and type- 
writer rollers. The “Freon” solvents 
also have proved useful as general la- 
boratory equipment cleaners. 


Another potential use of the “Fre- 
on” solvents is as an additive to other 
more dangerous solvents to decrease 
the latter’s flammability, or change 
their solvency or boiling point proper- 
ties for special applications. In such 
cases, it is important that the solvent 
mixture be formulated carefully so 
that the flammability of the mixture 
will be reduced to a safe level under 
all normal operating conditions. 


it’s the SHAPE that counts! 


ALL NEW... 
Speed-D-Burretts* 


Controlled Size and Shape 


ABRASIVE 
MEDIA 
for PRECISION 
BARREL FINISHING 


Outlasts other 
media as much as 10 to 1 
Controlled grain size 
Aluminum Oxide bonded 
firmly with specially formu- 
lated synthetic rubber to 
allow finishing of precision 
parts hitherto impossible 
to barrel finish. Molded and 
cured to controlled hard- 
ness that assures long life, 
maximum cushioning yet 
gives desired cutting, 
honing or polishing action. 
May be used with any 
equipment. we J i, Bi. jG 
New “Burretts” permit abrasive action in the most tomate 
corners and recesses of 
delicate, precision parts. 
Will not chip or splinter 
into odd shapes that lodge 
in blind or threaded holes. 
Prevents broken chip 
damage to expensive parts. 


Write for catalog of prices 
sizes, shapes and grits—today! 





* Pot. Pend. 


Write for catalogs on: 
FUTURAMA LINE - MITY-MITE LINE - SPACE-MISER 
MEDIA AND COMPOUNDS - HANDLING EQUIPMENT 


Service is Our most important product Use it? 


THE WORLD'S MOST COMPLETE LINE OF SPEED-D-BURR CORPORATION 
A SES 3613-e San Fernando Road, Glendale 4, Calif. 
WESTERN METAL CONGRESS — BOOTH 616 
i lata rcle 363 on Reader Service ard 
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Three types of 
the Du Pont sol- 
vents now are 
available— 

Freon” MF, with 
a boiling point of 
75 degrees F.; 
‘Freon’’ BF, 
which boils at 199 
deg. ¥., ane 
‘Freon’: Fe, 
whose _ boiling 
point is 118 deg. 
F. That range, 
the company ex- 
plained, makes 
the “Freon” sol- 
vents adaptable 
for use in many 
types of mechan- 
ical cleaning 
equipment. Small, 
portable cleaning 
tanks are now be- 
ing developed to 
make the “Freon” 
solvents easy to 
use in small-scale 
cleaning opera- 
tions. 


Formore datacircle l] 
on Reader Service Card 
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Brightener 


The Conversion 
Chemical Cor- 
poration has an 
nounced Kenvert 
No. 27, a single 
dip brightener. 
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For clean, accurate, dependable heat— 

CONVERT TO CHROMALOX 3 
——— 

ELECTRIC IMMERSION HEATERS ®& 


(A 


~~ 


CHECK THESE 5 BIG FEATURES: 

@ Portable, screw-plug, flanged types; full range of sizes and ratings 
@ “Packaged” units—heating element and thermostat in one 

@ Copper, steel, alloy or lead sheath 

@ Explosion and moisture-resistant terminal boxes available 

@ Most sizes ready NOW for immediate shipment 


For these applications: F 
Heating water, oils, Dowtherm, Prestone, ree 

tars, greases @ Plating, cleaning and Catalog 

pickling solutions @ Heating tanks, drums, ™ | 
process kettles e Melting greases, asphalt, Write today for Catalog 
other viscous fluids e Super-heating steam, 50. Full details including 
compressed air @ Melting lead, solder, prices for Chromalox 


babbitt and stereotype metal. Electric Immersion Heat- 
ers and other units that 


: provide the electrical 
Edwin L. Wiegand Company gous, answer to many more 
7522 Thomas Boulevard, Pittsburgh 8, Pa. VW. heating problems, 
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New Equipment, Processes 


A powder, it is formulated to passi- 
vate and give a uniform appearance 
and brightness to cadmium plated 
articles plated in baths in which 
brighteners are used. The finish pro- 
duced has a white metallic color. 

This brightener is also said to give 
excellent corrosion protection, resist- 


| | Kandolore | 


EXPERIENCE and RESEARCH 
MEAN 


BETTER FINISHES 


for your products 


LACQUERS © ENAMELS 
DOPES © THINNERS 
CLEAR METAL FINISHES 
COLORED LACQUERS 
CLEAR S.G. FOR METAL 
TEXTURE ENAMELS 


SPECIALIZED PRODUCTION 
FINISHES 
AIRCRAFT FINISHES 


Depend on us for Prompt Delivery 


RANDOLPH 
PRODUCTS CO. 
CARLSTADT, N. J. 


circle 365 on Reader Service Car« 


ance to staining and fingerprinting, 
and improved adhesion to clear lac- 
quer films. It is produced for bright 
cadmium in which passivation, seal- 
ing and uniform brightness are im- 
portant. No special ventilation is re- 
quired for its use. It operates at 65 to 
75 deg. F. in either manual or auto- 
matic cycles. 

Complete details are given in Fact 
Sheet P-27, available from Conversion 
Chemical Corp., Rockville, Conn. 

For more data circle 12 on Reader Service Card 
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Film Thickness Gage 

The BRC Metal Film Gage provides 
a non-destructive means for determin- 
ing the thickness of coatings on vari- 
ous non-ferrous metals. 

This gage is suitable for measuring 
nickel silver on silver, silver on brass, 
cadmium on copper, and other combi- 
nations of non-ferrous metals. Meas- 
urable thickness ranges extend from 
0.002 inch to 0.000004 inch. 

The instrument operates essentially 
as an electronic comparator against 
samples furnished by the manufactur- 
er or by the user. Each instrument is 
equipped with two probes, one of 
which operates at 500 ke and the 
other at eight mc. The choice of probe 
depends upon the thickness and type 
of material to be measured. The thick- 


To page 99—> 


Write for this folder on 


Contains details on all types of degreasers: 


D’OILER DEGREASERS 


Laboratory, Two-Dip, 


Three-Dip, Vapor Spray, Barrel Type, Automatic, Semi-Automatic 


and Specials. 


When the job needs a degreaser ... there’s a D’OILER for the job. 


© MECHANICAL PROCESS CO, Inc. 


392 VALLEY STREET 
SOUTH ORANGE, N. J 


For more data circle 366 on Reader Service Card 


96 products finishing 


March, 1957 





A NEW FAMILY OF 
BRIGHT NICKEL PROCESSES 


HG % ardytice | 


» FOR RACK OR BARREL PLATING 


FASTER 
PLATING 


Ye 


SUPERIOR 
DUCTILITY 


@ High Chloride* Bright Nickel Processes, as pioneered by Udylite give faster, 
brighter nickel finishes than any other processes. Only Udylite produces high 
chloride bright nickels. 

The Udylite family of nickel processes cover every possible application. The 
advantages of the Hi-C brighteners are also obtainable in the Watts type formu- 
lation. All these new Udylite nickel brighteners are liquids—easy to use 


Hi-C PROCESSES SAVE NICKEL: With their inherent better throwing power, 
less nickel is used to obtain thickness requirements in recesses. Baths with one 
third less nickel concentration are used to get the same results. This means 
decreased drag-out losses. Fewer anodes are needed since Hi-C processes provide 
the best anode corrosion of any nickel bath. You can operate satisfactorily with 
fewer anodes in your tanks. 


Hi-C PROCESSES GIVE FASTER PLATING: Plating speed is increased 50 to 100° EA Ss Y ae) 
with Hi-C Bright Nickel as compared to Watts type formulations. Higher Co 

current densities can be used without burning. Even where agitation is not NTROL 
available, this same improvement prevails. You get faster plating with higher 

bath temperatures—can be as high as 190°F 

The Hi-C processes have the highest tolerance of any bright nickel baths to zinc, 

copper, iron, chromium, chromic acid and other common inorganic impurities; 

no problems with hard water; excellent tolerance to organic impurities. These 

characteristics of Hi-C processes plus their stability, mean exceptionally long 

periods between bath purifications and thereby less down time than any other 

bright nickel baths 


Hi-C PROCESSES SAVE POWER: With the highest conductivity of any bright 
nickel bath the Hi-C processes require less voltage to do the same job. It means 
higher current with the same voltage or the same current with lower voltage 


Hi-C PROCESSES PROVIDE 

Exceptional Bright Plate Range » Excellent Leveling » Fast Rate of Brighten- 
ing @ Superior Ductility »« Easy Control » Less Hydrogen Embrittlement 
from Chromium Plating. 


Udylite 


fee) ite) PN ile). F 


DETROIT 11, MICHIGAN 








THE UDYLITE FAMILY OF Hi-C 


a 


FASTER 
PEATING UDYLITE 72 Hi-C Bright Nickel Process 











FOR RACK PLATING 


This is the work horse of the Udylite Bright Nickel Processes. It is an evolution of 
the time tested, world famous Udylite Number 31 Bright Nickel Process which has 
been a standard for over fifteen years. It is an excellent process where the production 
is made up of a wide variety of work 


The Udylite 72 Hi-C Process provides faster plating speed, a brighter finish, un- 
usually simple control and greater throwing power, than Watts formulations. 


SUPERIOR Other advantages are leveling, tolerance to metallic and organic impurities and 


Du freedom from pitting. It produces no harmful breakdown products. 
cr 
ILITY COMPARISON Ol 








‘ Udylite " 
Plating speeds and Bright Nickel Process ‘ise Basing satel 
average current densi- —— ona Processfor Rack Plating. 


Oe #474 #72 Hi-C #724 Hi 
Cope WAG satel pra 40 Amperes 60-80 Amperes 


ess vs Udylite Hi-C DENSITY ar eet a eal 
Bright Nickel Processes PLATING TIME 
FOR .001 








30 Minutes 15-20 Minutes 








THI S 














EASY TO 
CONTROL UDYLITE 724 Hi-C Bright Nickel Process 











FOR RACK PLATING 


The superior all-purpose Bright Nickel Process. No other process, with or without 
mechanical agitation, can compare with Udylite 724 Hi-C from any standpoint 


As compared to Watts type bright nickel formulations Udylite 724 Hi-C will permit 
up to 100°, faster plating and you get unusually fast brightening even when thin 
deposits of nickel are applied. It has been developed also for the best leveling 
characteristics. Surface imperfections such as polishing lines, extrusion ridges and 
scratches are leveled out with this process. This means lower polishing costs for 
a given finish 


Even with the increased brightness and leveling, excellent ductility is maintained 
Since 724 Hi-C is tolerant to metallic and organic impurities you will benefit from 
longer periods between treatments of the solution. This means less down time and 
lower costs 


You should try Udylite 724 Hi-C Bright Nickel Process. A test will tell you more 
than words 


WATTS TYPE FORMULATIONS OF THE ABOVE HIGH CHLORID 





BRIGHT NICKEL PROCESSES 
7 FASTER 
PLATING 


i 





UDYLITE 7B4 Hi-C Bright Nickel Process 











FOR BARREL PLATING 


Here is the bright nickel process for barrels you have been looking for. Process 7 
Hi-C offers 50°;, faster plating speed in barrel nickel plating than any other process 


The rate of brightening is so fast that one-third less nickel may be required to 
achieve the desired brightness and to hide basis metal defects. This also means 
fifty percent more production due to the acceptable thinner deposits. It allows for 
easier chromium coverage for racks or in chromium plating barrels. When using 
784 Hi-C,current interruptions inherent in barrel plating do not cause laminated 


deposits 


SUPERIOR 
DUCTILITY 


Ductility and adhesion are excellent 





PLATING SPEEDS 





Udylite 
. ~ Nickel Process 
lor Rack Plating. 
Watts Type. 


Udylite 
Hi-C Bright Nickel 
Process 
for Rack Plating. 
Air Agitated. 


#66 Hi-C 


Udylite 
Bright Nickel Process 
for Barrel Plating in 
40 x 30 horizontal bar- 
rel 60 square feet of 
platingarea.WattsT ype. 
#784 


Udylite 
Hi-C Bright Nickel 
Process for Barrel Plat 
ing in 40x30 horizontal 
barrel -60 square feet 
of plating area. 
#784 Hi-C 





100 Amperes 
per 
Square Foot 


150 Amperes 
per 
Square Foot 


200 Amperes 
per 
Cylinder 


350 Amperes 
per 
Cylinder 





12 Minutes 


8 Minutes 


Plating Time for .0001 
Thickness @ 12 Volts 
nut 


Plating Time For .0001 
Thickness @ 12 Volts 
23 Minutes 

















EASY TO 
CONTROL 





UDYLITE 66 Hi-C Bright Nickel Process 











FOR RACK PLATING 


This process was developed by Udylite Research to fill the need for a bright nickel 
bath which will plate as fast as possible and at the same time retain desirable 
characteristics of deposit which are frequently sacrificed when other processes are 
forced beyond their reasonable maximum plating speeds. In order to accomplish 
this result air agitation is used. This, together with an unusual combination of ad- 
dition agents, fully covered by Udylite patents, makes possible not only unusually 
high deposition rates but also exceptional inherent ductility, brightness, and leveling 


together with minimum hydrogen embrittlement from chromium plating 


Udylite 66 Hi-C has remarkable freedom from pitting without the use of a wetting 


agent 


If you are now operating at maximum capacity of your present process and must 


get more production, it will pay you to investigate Udylite process 66 Hi-C 


BRIGHT NICKEL PROCESSES ARE ALWAYS AVAILABLE 





OTHER NEW UDYLITE 
BRIGHT NICKEL PROCESSES 


UDYLITE 42 J Bright Nickel Proces 
FOR RACK PLATING 


This process was developed by the Udylite 
Research Corporation for die cast and stee! 
parts where only a thin coating of nickel is 
required. It has a greater tolerance to zinc 


than any other bath 


Process 42 J gives brightness faster than other 
processes which makes it desirable where only 
thin nickel deposits are specified, and still a 
brilliant coloring is desired. This permits an 
acceptable plate with great savings in the 


amount of nickel used 


The 42 J Bright Nickel Process also does an 
excellent job in plating in the low current 
density areas and still maintaining its bright- 


ness in these area 


42 J is not furnished in a high 


chloride formulation 





nL THE be: 
dylite 
ke 
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UDYLITE N.C.S. Nickel Process 
FOR RACK PLATING 


A semi-bright nickel with extremely ductile 
plate as is necessary for parts such as auto- 
mobile bumpers and bumper guards where 
there is frequent impact. The extreme ductil- 
ity gives the finest protection to the plated 
parts as it will stand greater deformation 
without cracking than bright nickel deposits 
It produces a sulfur-free deposit. It has ex- 
cellent leveling and unequalled stability for 
processes of this kind 
The Udylite N.C.S. Nickel Process hides 
coarse polishing lines and requires only a 
light buffing to bring out an excellent nicke 
color although it is more often used as a base 
for an overlay of one of the Udylite Fully 
Bright Nickel Processes 


Udylite N.C.S. is a special formulation fea- 
turing ductility although still maintaining 


the inherent advantages found in other Udylite 
Nickel Processes 


am 


WORLD'S LARGEST 
PLATING SUPPLIER 





(Pinch Roll Type) 
For pre-finishing, conditioning and polishing 
sheets, plotes, strips or blanked-out shapes 
in flat form. Used os single units or in 
multiple units for progressive line 


polishing . 


@ HILL 2-ROLL Vertical Abrasive Belt Grinding 
and Polishing Machines are made in two general types for producing 
superior finishes on flat surfaces as required by manufacturers of a wide 
variety of products such as decorative plastics, auto bumpers, engravers 
plates, home appliances, etc 

The basie HILL twe-roll vertical head with, Both types are built in polishing widths up to 60” and larger sizes can 
endless abrasive belt. Used in both the, be furnished if desired. Your problem will be given our prompt and 
Pinch-Roll and the Hydraulic Table types careful attention 


ABRASIVE BELT POLISHING MACHINE 
(Hydraulic Table Type) 
For flat polishing of sheets and plotes of ferrous 
and non-ferrous metals. Mode in a voriety of 
table widths and lengths with full hydraulic re 
ciprocating table 


THREADING » TAPPING MACHINES. « “CANTON” ALLIGATOR SHEARS 
ata circle 368 on Reader Service Card 
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This is your 
. Finishing 
3 Specialist 


a “one-man” team 


The Finishing Specialist from Lowe 
Brothers is more than a seller of paints 
and finishes. He is a production spe- 
cialist, well-versed in all processes and 
materials, and the latest in finishing 


techniques and equipment. 





His “know-how,” and ability to 
quickly analyze your problems, is ca- 
pably supported by highly skilled re- 
search, development and _ production 
experts. He coordinates this know-how 
with your individual product and plant 
requirements and follows through to ex- 
pedite preparation of the finish. 

Call on him now and put this team 
ae to work immediately. The result will 
—_ be the best finish for the job. Call or 

write The Lowe Brothers Company, 
424 East Third Street, Dayton 2, Ohio. 


Technical Service Dir 


LOWE BROTHERS | 


+ « «also Style- rested AX points for the home 


SQ \y’ 





opposite 


New Processes, Equipment 


ness is registered directly on the cali 
brated scale of the instrument. 
Literature fully describing this in- 
strument is available from Boonton 
Radio Corporation, Boonton, N. J. 


’ 
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Water-Wash 
Spray Booth 


A water-wash spray booth with an 
improved, air-whirl, water-wash action 
Dynaprecipitor has been announced 
by the Binks Manufacturing Com- 
pany, Chicago, Illinois. The action of 
the Dynaprecipitor removes virtually 
all air-borne pigment from the exhaust 
air, according to the company. 

Air is drawn through a continuous 
curtain of moving water, which scrubs 
out paint particles by violent water 
washes. Paint particles are thrown 
against adjacent walls and curtains by 
air streams that change direction rap- 
idly. Water then flushes these parti- 
cles into the collecting pan. 

Designated Style “E,” the booth has 
a wash unit of reduced depth. The 
modified design makes inspection and 
cleaning easier by permitting hand re- 
moval of major sections, such as the 
front water curtain and manifold. 

Another design improvement is the 
decreased throat area, which, the com- 
pany says, increases the amount of 
water per cubic foot at the throat, im 
proving scrubbing action. 

Continuous recirculation 
in the style “E” booth constantly 
flushes the entire system when the 
booth is in operation. A_ throttling 
valve provides swift adjustment of the 
water flow across the curtains. 

The water intake pipe is located 
above the floor of the pan. This ar- 
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rangement, according to the manufac. 
turer, guarantees a sediment-free sup 
ply of water. The pipe has four or 
more intake slots, depending on pump 
capacity, to provide an even flow of 
water to the pump and prevent the 
intake of large pieces of sludge. 

Other features are a hinged water 
curtain, removable manifold, recessed 
drain and an access door located just 
below the fan for inspection. 

Bulletin DUE, containing complete 
information on the Style “E” Dyna 
precipitor spray booth, can be obtain- 
ed by writing the Binks Manufactur 
ing Company, 3118-40 Carroll Ave., 
Chicago 12, IIl. 
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Cut-away drawing of Binks Style ‘‘E’’ Water- 
Wash Spray Booth. Pigment-carrying air is 
indicated by black arrows, air that has been 
cleaned in water curtain by white arrows. 


products finishing 99 








New Processes, Materials 


Flocking Adhesive 

Adhesive Products Corporation, 
1660 Boone Ave., New York 60, N. Y., 
has announced the development of a 
flame-resistant flock adhesive called 
Flok-Grip. 

Flok-Grip can be used to attach 
such materials as cotton, wood or syn- 


Model 


Enthusiastically 

accepted for such 
application as: 
AUTOMOBILE TRIM 
Photo Engravure Stock 
NAME PLATES 


Industrial Jewelry, metal 
or plastic panels; 
brass, copper, etc., etc. 


DAH RR 


wood, 


MANUFACTURING CO., Inc., OLEAN, N.Y. 
Offering the Most VERSATILE Line of Surface Finishing Machines 


No. 203A CLAIR 


Surface Finishing Machine 
is YOUR answer! 


Single Spindle Vacuum or 


Platform Table Design. 
accommodate work up to 48” 
long and 40” wide, or as many 
small pieces per load as can be 
nested on the table. 


Let us know YOUR finishing | 


problems for a detailed answer 


thetic fiber flock; glitter and flitter; 
plastic, glass, wood or styrofoam 
beads; plastic petals, confetti or other 
decorative materials to such varied 
bases as natural wood branches, leaves, 
evergreens, artificial flowers, plaster 
ornaments, or anything else to which 
surface decor is to be applied. 

Flok-Grip has excellent flame-re- 
sistance. A flame put to an object dec- 
orated with the aid of Flok-Grip will 
be self-extinguishing, it is stated. 

A water-based 
product, it can be 
thinned with wa- 
ter, yet is resist- 
ant to water when 
dry. It may be 
applied by dip, 
brush or spray, 
after which the 
coated object can 
be dipped, spray- 
ed or sprinkled 
with flock or 
other decor. Flok- 
Grip is white and 
translucent, and 
dries without 
staining. Rapid- 
drying, it is flex- 
ible when dry, 
and will not be- 
come brittle or 
lose its adherence 
with age. 


For more datacircle 15 
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Solvent 
Development of 
Vythene-E, a 
highly refined 
grade of 1,1,1-tri- 
chloroethane, has 
been announced 
by Tect, Inc., Du- 
mont, N. J. 
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This “Famous Name” 
in “Fans” 
finishes 2500 Ibs./hr. 


Mr W N. Thomsen, Supt 
Signal Electric Division 
King Seeley Corporation 


j ! 
— has this to say* 
t to 
uick to reac 
pn pret Snich we vary a 
a with 
.. most please a 
poem oe eel we have oe oe 
eee with our Burdett Rad 
ac 


Fired Qvens 


The ovens 
the various sett 


Side view of 3-stage washer showing one- 
stage pump and control panels for Bake 


i. Oven and Washer. 


tnat if your process requires 
4 ven that tne Burdett ae 
* Oven will give you mt 
trouble-free with 4m 
ts and ad) ustment. 


1 am sur 


a 
Radiant Fired 
erformance ~ 0 
of maintenance cos 


We are proud of such direct, specific words and 

particularly so when written unsolicited in reply 

to an inquiry from another ‘Famous Name” pros- 

pect about Burdett equipment Thank you Mr 

Thomsen! 

This System — 
Bakes — 12 minutes at 325°F 
Operates — at 11 FPM conveyor speed 
Produces — hard, very high gloss finish at new 
low in cost 

it consists of — 
One 3-stage power spray washer Interior of 2-pass Dry-Off Oven, Burdett 
One Dry-off oven — 3 min. at 400°F No. 10L Radiant Line Burners shown on 
Two 12’ Water washer spray booths both sides 
One #348 conveyor ' 

Every Burdett ‘Radiant Heat’ Finishing System 

is engineered to specific production and product 

requirements — which with the proved advantages 

of ‘Radiant Heat’’ combine to give you a more 

durable finish, in less time, with interesting savings 

in production costs. 

Whether you contemplate a new finishing de- 

partment or a conversion of present equipment — 

or, merely a separate oven addition to your pres 

ent equipment — 


Be Sure it’s Burdett — 


either “Radiant” or “Convection” Exterior view of Burdett Paint Baking 
. Oven, showing location on plant roof 
Write for the Burdett Story! Saves valuable floor space 


BURODETT 


MANUFACTURING cc @ een 


4916 South Monitor Avenue * Chicago 38, Hlinois 
Detroit Philadelphia New York Cleveland Dallas 


Manufacturers of 
COMPLETE FINISHING SYSTEMS — “RADIANT-HEAT SYSTEMS’, OVENS, HEATERS 
AIR MAKE-UP UNITS, SPRAY BOOTHS AND WASHERS 





Vythene-E has a low percentage of 
non-volatile material and a_ boiling 
range narrower than that of 
commercial 1,1,1-trichloroethane, the 
manufacturer states. 

Because of the low percentage of 
residue in the product, Vythene-E is 
suitable for cleaning of oxygen bear- 
ing equipment and highly sensitive 
electronic parts. Recent tests have 
shown Vythene-E to be an excellent 
cleaner for precious metal contacts 
used in radio and television transmit- 
ting, it is stated. 

Vythene-E has no flash point. In 
addition, the product is stabilized to 
all metals including aluminum and 
can be successfully reclaimed by dis- 
tillation. 
For more data circle 
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Aluminum Conversion 
Coating 


Development of an aluminum sur- 
face conversion coating for protection 
against corrosion, for improvement of 
paint adhesion and for ornamentation 
has been announced by Turco Prod- 
ucts, Inc., 6135 S. Central Ave., Los 
Angeles 1, Calif. 

Chief advantage of Turcoat 4178 is 
said to be the “quick fix” offered by 
this material. The coating becomes 
fixed and non-smearing immediately 
upon application. 

The coating formed by the Turcoat 
4178 process is acid resistant and has 
low electrical resistance. It is not brit- 
tle. The metal can be bent or formed 
after the coating is applied. Applied 
by immersion, spray washer or hand 








the SECRET of 


SsBETTER 
PRAYING... 








Write today for 
information 
or see your 
local jobber 


“HOLLOW AIR®” produces the 
widest, wettest, most uniformly 
distributed spray pattern obtain- 
able handling synthetic enamels 

—an exclusive feature of the 

BLACK ARROW line of paint 
spray equipment. 

Less pressure required .. . Paint and 

air are blended so that force alone 


is not relied upon to break up the paint. 


=O Volar Ve lelay Vounels tin iomere) lad ha 
Livingston, New Jersey 


Manutacturers of 
For more data cir 
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Paint Spray Equipment 
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A BETTER 
BACK-UP 
WHEEL 


R57 


FOR YOUR & cn 
ABRASIVE BELTS 4 
AVAILABLE NOW IN POPULAR 14” DIAMETER SIZES AT BIG SAVINGS 


You can get the new R57 RUBBER CONTACT WHEELS at lower prices in 14’ Diameter sizes*** 
due to newly developed production techniques. These new wheels have all the well-known fea 
tures of the R50 and R54 models—LONGER BELT LIFE .. . OIL RESISTANT RUBBER .. . WET OR 
DRY OPERATION .. . HEAT DISSIPATION . . . MAXIMUM SAFETY .. . other features. And what's 
more these wheels have a 30% trade-in value. 


The new R57 and the R50 and R54 contact wheels are available in many popular sizes . . 
Yo"’ to 2° DIAMETERS in WIDTHS from 1” to 6’, Other wheels made to your specifications 


WIDTH OF FACE 
TYPE 1" i 4 4" 


LA 
14 PLAIN 32.00 34.00 36.00 38.00 
SERRATED 37.00 39.00 42.00 44.00 
A WHEEL FOR EVERY COERATION 


AVAILABLE IN PLAIN OR 
SERRATED FACE IN ALL Y) 


DUROMETERS 


45 Slit Cosmo 
Scoop Tooth Serration Expander Serration 














Write for Details 
Aggressive Aggressive Backstand Moderate 
Stock Contact Idler Contour 


DElta 6-8900 Removal Work Not Needed Work 











Specializing in Contact Wheels and Industrial and Printers Rolls 


(on Ree: Vclome -208-1-1 5 - mm ©4e).(1-7-4) bmn, Lom 


651 MARKET STREET . ee ee oe | ILLINOIS 
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methods, the coating formed by the 


process is a thin, smooth, non-crystal- 
line film with a slight metallic lustre. 
The color is a light yellow. 

The Turcoat 4178 process is easy to 
control, pH being the only critical 
point. Although standard tempera 
tures and concentrations are observed, 
these features are not critical, and 


INDUSTRIAL OVENS 
DUST COLLECTORS 
SPRAY BOOTHS 
PARTS WASHERS 


sy 


SPRAY BOOTHS 


Newcomb Spray Booths are adaptable to manual, 
automatic, and electrostatic spray operations—floor 
or overhead conveying. Designed for minimum main- 
tenance. Individual tanks or central sludge systems. 
Automatic sludge recovery systems. 

Dip coating and Flow coating systems complete with 
ventilated drip areas and complete fire protection. 


For Bulletins and Quotations, write to: 


NEWCOMB-DETROIT 


minor deviations are not harmful. The 
process causes only slight sludging. 
Literature may be obtained by writ- 
ing to Turco Products, Inc., 6135 S. 
Central Ave., Los Angeles 1, Calif. 
For more data circle 17 on Reader Service Card 
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Cadmium Plating Process 

A cadmium plating process that 
produces bright deposits with low 
brightener consumption has been an- 
nounced by Han- 
son-Van Winkle- 
Munning Co., 
Church St., Mata- 
wan, New Jersey. 

The improved 
Cadalume process 
increases bright- 
ness up to 10 per 
cent, brightener- 
life 400 per cent, 
and plating 
speeds up to 10 
per cent, H-VW- 
M states. 

The process re- 
quires two bright- 
eners. One is the 
Cadalume Make- 
Up Brightener 
and is used only 
when making up 
a new bath or 
converting an ex- 
isting one. The 
other, called Ca- 
dalume Brighten- 
er, is used for all 
maintenance 
ditions. 

Results in both 
rack and _ barrel 
plating have been 
outstanding, H- 
VW-M reports. 
In lab and field 





ad- 


5761 RUSSELL ST. ° DETROIT 11, MICH. 
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FOR COMPLETE PROTECTION DURING FABRICATION 


metalGUARD 


The remarkable liquid plastic coating for protection of 
metal surfaces available in solvent and water base types. 


STRONG! Film tensile strength is more than 2500 Ibs. per square 
inch . . . toughest strippable coating known! 


FLEXIBLE! MetalGuard has an elongation of 200%, for stretching 
during operations, while maintaining constant adhesion. 


DURABLE! MetalGuard remains strong, flexible, and easily strip- 
pable a whole year after application. 


MetalGuard dries in minutes to a tough, clear film that withstands all manufacturing 


operations and hazards. 

Available also in consistencies for dipping or roller coating. 

Surpasses pressure sensitive paper protection at a fraction of its cost 

Reduces refinishing, rejects and extra labor required for operations stemming from 
scratched, stained or marred materials 


Protects stainless steel, aluminum, alclad, glass, plated metals and plastic laminates. 


DISTRIBUTED BY: 


WHITFIELD CHEMICAL CO., Detroit, Mich.; SCOBELL CHEMICAL CO., Rochester 10, N. Y 
Cleveland, Ohio; Chicago, III PLASTA SALES CORP., Van Nuys, Calif 

CHROM-O.-LITE CO., Minneapolis 23, ’ THEO. H. DAVIES, LTD., Honolulu, Hawaii 

DURLING SCOTT, Baltimore 12, Md New England 

SUN SHIELD of SOUTH JERSEY, Camden, N. J MAC DERMID, INC., Waterbury 20, Conn. 
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impurities well, improv- 
deposit distribution, and proved 
simple to control and easy to operate. 

The process is used to protect iron 
and steel parts against corrosion, and 


tolerated 
ed 





Amount 
3.5 oz./gal 
15.0 oz./gal 


Material 
Cadmium oxide 
Sodium cyanide 
Cadalume Make-Up 

Brightener 1.28 fl 

Operating Conditions 
Cadmium as metal 3.0-4.0 oz./gal 
Temperature 85-95 deg. F 
Current density 10-60 as.f 
Voltage 3-4 volts 


oz./gal 











non-ferrous metals against surface tar 
nish, or galvanic couples 
formed in assemblies. 

The Cadalume bath is a clear solu 


corrosion 


Cadalume Finishing of a radio chassis is 
studied in the Matawan laboratory by H- 
VW-M personnel. Advantages of this 
cadmium process include increased bright- 
ness, increased brightener life and faster 
plating speeds, the manufacturer states. 





ORK 


Mi oncre nee 


WITH 
HEAVY GRINDING, 
SANDING, DEBURRING 


TO MICRO-FINISHING 


TOUGH JOBS 


products 


STOP costiy HANDW 


re) re 


finishing 


“gt 


AN Saag FOR EVERY 108. 
Model 
DF 
Electric. 


Removes scratches, 


JR Air. 
DETROIT SURFACING MACHINE CO. 


DOES ALL THE JOB ON 
FIBERGLASS, PLASTICS 
Working, polishing (honing) dies, 
molds of all materials. Very fast. 
restores transparency to Plexiglas. 

Model 


NO DUST. 
DUAL- ACTION OR STRAIGHT LINE 





Pangborn Hydro-Finish cut cleaning 
time 50% in this plant 


Paid for itself in only six months 


Pangborn Hydro-Finish really paid 
off for this leading glass manufac- 
turer. Cleaning quality increased 
mold life 10% to 15% and total clean- 
ing and polishing time was cut in half! 
The resultant savings paid for the 
machine in 6 months and represented 
a substantial weekly sum thereafter. 

Today, through new design and 
use of air jet sluriators, Pangborn 
Hydro-Finish costs less originally, 
costs less to maintain and gives you 
easier handling and added efficiency. 


Write for Bulletin 1403 to PANG- 
BORN CORP., 5000 Pangborn Blvd., 
Hagerstown, Md. 

USE PANGBORN HYDRO-FINISH FOR: 
Deburring * Surface finishing * Finishing 
threaded sections + Improving cutting 
tool life * Maintaining dies and molds 
* Removing grinding lines * Removing 
heat treat scale + Preparing surfaces 


Pangborn 


BLAST CLEANS CHEAPER 
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New Processes, Materials 


tion, which assists in arranging work 
in the tank. 

Most conventional cadmium solu- 
tions, or an existing bright cadmium 
bath, can be converted to the Ca- 
dalume process by adjusting the so- 
lution to the formula given in the ac- 
companying table and then adding the 
required amount of make-up brighten- 


THE NEW VERSATILE 
NON - DESTRUCTIVE 
COATING - THICKNESS 


TESTER 


er. However, a sample solution should 
be sent to the Hanson-Van Winkle- 
Munning Co. laboratory for conver- 
sion recommendations. 

For more data circle 18 on Reader Service Card 
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Liquid Additive 


for Paints 

Arnex, a liquid compound that may 
be blended with any standard finish 
has been announced by Arnex Chem- 
ical Company, 
Div. of Olo Paint 
Corporation, 9808 
Meech Avenue, 
Cleveland, Ohio. 
The addition of 
this material to 
paints is said to 
increase resistance 
to corrosion, and 
provide a smooth- 
er finish. 

For use with 
both primers and 
finish coatings, 
this additive is 
suitable for pro- 
tecting metal, 
wood or composi- 
tion. Arnex fin- 
ishes have im- 
proved drying 
character. 
istics, the manu- 





108 products 


Unit Process Assemblies, Inc., pioneers in non-destructive testing and specialists in 
electronics for metal finishing, offer their latest DERMITRON 0-2 with these features 


@ Measures plated coatings on steel, brass, copper, zinc die-cast, aluminum, 
bronze and other metals; also, nickel on steel. @ Measures anodize and 
hard-coat on aluminum and magnesium; also, paint, porcelain, organic coat- 
ings on non-ferrous metals. @ Measures metal coatings on plastics, ceramics 
and other non-metallic materials. @ Available with FOUR measuring probes 
for extra-wide thickness ranges from thin to thick deposits. @ Only ‘Ve 
circle area required for measurement. @ You get fast, accurate, direct 
readings, plus versatility and portability 


Write for latest brochure and questionnaire to help solve your thickness testing problems 








UNIT PROCESS ASSEMBLIES, INC. 


61 East Fourth Street + New York 3, N.Y 





378 
finishing 


facturer states. 

Arnex is also 
reported to im- 
prove the adhe- 
sion of any stand- 
ard finish. An 
Arnex finish is 
flexible enough to 
resist flaking or 
chipping under 
repeated blows of 
a 5-pound ham- 
mer. 

Arnex finishes 
can be dipped, 
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Formulators prefer Dow Alkali 
for efficient metal cleaning 


Formulators with know-how start with 


Dow Alkali as the base in their top-quality 
metal cleaning compounds. Why? Because 
Alkali 
power they need. Formulations containing 
Dow Caustic Soda Flake and Dow Sodium 


Orthosilicate clean fast and thoroughly, 


Dow delivers the high cleaning 


leave metal parts and products free of dirt, 
grime and grease. Many plants have cut 
operating costs and increased efficiency 
by switching to a topnotch alkali cleaner 
made with Dow products. Why not give 
DOW CHEMICAL COMPANY 
A L607L-1. 


it a try? THE 
Midland, Michigan, Dept 


YOU CAN DEPEND ON 
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flow-coated, roller-coated, brushed or 
sprayed. Since this material helps dis- 
perse pigments, spray guns can be op- 
erated at lower pressure, the manu- 
facturer states. 

Arnex is produced in five different 
formulations for various applications. 
The manufacturer foresees extensive 
use of Arnex for products finishing, 





automobile finishing and _ refinishing, 
and for maintenance purposes. For 
literature, write Arnex Chemical Co., 
9808 Meech Ave., Cleveland 5, Ohio. 
For more data circle 19 on Reader Service Card 
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Push-Button pH Meter 

Beckman Instruments, Inc., has an- 
nounced the Zeromatic (T.M.) pH 
Mete automatic push button in- 
strument with 
drift-free ampli- 
fier which can be 
adapted for poten- 
tiometer recorder 
output, automatic 
temperature com- 
pensation, and 
Karl Fischer ti- 
trations. 

This line-op- 
erated instrument 

















UNDER ACTUAL PRODUCTION CONDITIONS 


We cordially invite you to bring your product parts 
and pieces into our conveyorized pilot laboratory and 
personally supervise a complete METABOND rustproof- 


ing operation. 


You can be the judge. Make any comparison you want 
with your present rustproofing process. We know you'll 
be convinced METABOND does the job better. 


INTERNATIONAL RUSTPROOF CORPORATION 


1575 MERWIN AVENUE 


MANUFACTURERS OF RUST PREVENTATIVES & CORROSION SOLVENTS 


ore data circle 380 on Ree 
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INVITATION 


To Test The Merits Of 


incorporates auto- 
matic correction 
for electronic zero 
drift and rapid 
push button con- 
trol. The Zero- 
matic has a 0 to 
14 pH scale range 
and two millivolt 
ranges: 700-0-700 
millivolt range 
and the extended 
0 to 1400 millivolt 
range. “Zero” can 
be set at any 
point on the 0 to 
1400 millivolt 
scale. 

The instrument 
is designed for 
automatic accu- 
racy. Operator 
reading error 
CLEVELAND 13, OHIO is minimized 
with the 





——— 


mirror- 
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THE SPEE-FLO CORP., Dept. PF32 , 720 Polk Ave., Houston, Texas 
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backed scale (pH and millivolt) which 
eliminates parallax. pH readings are 
accurate to 0.1 pH unit and reproduc- 
ible to 0.02 pH. In addition, the in- 
strument employs a “standby” circuit 
which eliminates warm-up. 

The Zeromatic is left connected to 
the 115-volt power source at all times 
—on Standby. To make a pH reading, 
the “Read” button is depressed. Push 
buttons also control temperature com- 
pensation (manual or automatic) and 
selection of the appropriate millivolt 
range (700 or 1400). 

Connections for a standard potentio- 
meter recorder and for a Beckman au- 
tomatic temperature compensator are 
provided on the rear panel of the Zero 
matic. A connection also is provided 
for Polarizing Current in “dead stop” 
titrations. 

For most applications, a Beckman 


Don’t Throw 
Away Buffing 


Compound 


NUBBINS! 


We remelt Nubbins — ship you 
whole bars. 





Did you ever figure how many 
pounds are lost because your 
Nubbins are discarded? 


Worthless Nubbins remelted and 
recast into uniform bars. 


Work Done in Separate Plant. 


Write, wire or phone Vinewood 3-5970 
RECAST & REMELT DIVISION 








McAleer MANUFACTURING CORP 
101 S$ WATERMAN DETROIT 17, MICH 
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Beckman Zeromatic pH meter: push-button pH 


4990-83 Glass Electrode and a Beck- 
man 1170 Reference Electrode are 
used; these units are supplied with 
the instrument. A wide variety of 
other Beckman glass, reference, and 
metallic electrodes may be used with 
the instrument. 

For additional information about 
the Zeromatic pH Meter write to the 
Scientific Instruments Division, Beck- 





TRUE BRITE 
BRASS SOLUTION 


A foolproof solution which has 
been in use over 6 years in light 
and heavy production. 


® Ready To Use—Just Add Water 
® No Variance in Color 


Trouble-Free—tittie Supervision 
Needed 


Low Cost—Additions only once 
a day 


Available in a variety of colors. 
Will match your sample. 


Write for technical bulletin 
and prices. 


TRUE BRITE CHEMICAL PRODUCTS CO. 


Box 31, Oakville, Conn. 
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UE Checialists 


ao) * SPE CIAL‘IST—One who devotes him- 


self to some special branch of activity. 


At Northwest our “special branch of activity” is 
solving your cleaning problems. 


Behind your friendly, competent Northwest Sales Engineer stands a 
Remember — YOUR COST PER FIN- reputation for providing industry with low-cost, analytically-correct, 
ISHED ARTICLE IS THE TRUE COST = iob-adjusted chemical cleaners. 
OF YOUR CLEANER. 
Northwest's production-tested chemicals From Northwest's years of experience in formulating the RIGHT 
and “Right the first time’ recommenda cleaner for your specific needs have come such developments as 
Senden i cave ve — the LO-HI pH PROCESS—for cleaning prior to plating, painting, or 
ae ~ ' vitreous enameling; ALKALUME PROCESS—for preparing aluminum 
and magnesium for finishing and spot welding; INTERLOX PROCESS 
-for phosphate coating; SPRA-LUBE-—to control over-spray of “‘to- 
day's” paints in water wash paint booths; PAINT STRIPPERS— 
specific to your needs; SUPER-DRAW & FLUID FILM—for draw- 


ing metals. 


TE 








Rh \e, , 
NORTHWEST CHEMICAL CO. 


9310 ROSELAWN _— #y DETROIT 4, MICH. 
s in pH cleaning control nN A serving you since 32 


—— 


1 ce re , 
1er wervice Uard 
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2500 Fullerton 
and ask for 


man Instruments, Inc., 

Rd., Fullerton, Calif., 

3ulletin 705. 

For a lata circle 20 on Reader ; 
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Portable Plating Unit 
An extra-large-capacity “Jet Plater” 
portable electroplating unit has been 


PERFORMANCE YE 
GUARANTEED! 


introduced by Sel-Rex Corporation, 
Newark, New Jersey. 

As in the smaller standard sizes, 
this 100-gallon tank unit is complete- 
ly automatic in operation and consists 
of a Sel-Rex Selenium Rectifier with 
automatic timer; stainless steel tank 
(which may serve as the anode) fitted 
with a water jacket for temperature 
control; a movable work rack which 
accommodates a portable plating bar- 
rel; a centralized control panel equip- 
ped with Weston 
Ammeter and 
Powerstat con- 
trol; a filter; and 
drip-proof 
pump with motor. 

According to 
the manufacturer, 
the design of the 
Sel-Rex “Jet 
Plater” permits 
the construction 
of custom-built 
units in much 
greater than 100- 
gallon capacities. 

The name of 
the “Jet Plater” 
is derived from 
the ‘Jet’? method 
of solution agita- 


Got a knotty finishing problem? Then 
consult our experimental finishing department. 
We'll untangle it! And we’ll analyze the best 
equipment and abrasive material for the job. 

Today ... before you invest in any finishing 
equipment ...send us sample parts, a finished 
part for use as a guide and your specifications. : 
We'll carry on from there. We guarantee the tom of the plating 


tank. The result- 
same results in your plant as we get in our | 
you lose? Mail the | ant commant mo- 


parts | : : 
and let’s get started | tion of the solu- 


ti é > 
Write for New 20 Page Catalog ion around the 


work, the manu- 
7 BARREL FINISHING 


4 \ ' 

oy agit. facturer states, 
uy “ei; | aids in producing 
Me Leg EQUIPMENT consistent- 
ly smooth, even 
deposits, and high- 
quality plating. 


tion, which is ac- 
complished 
through a pump 
and perforated 
stainless steel 
tube at the bot- 





lab—so how can 


Division CASALBI COMPANY 
546 Wayne Street + JACKSON, MICHIGAN | 
jata circle 385 on R S Card 
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When you want the best technical assistance 


“on your team,” 


-~ 


oy 
—~ 


Parker technical 
representatives average 
12 years on the job 
The Parker technical represent- 
ative who lives in and covers 
your area has a solid back- 
ground of experience —an aver- 

age of 12 years on the job! 


PARKE 


BONDERITE 
Gerrosion resistant 
lase 


pont 


Gids in cold forming 
of metals 


March, 1957 


BONDERITE ond BONDERLUBE 


use Bonderite under the paint 





@ Many people tell us this is one of 
the most important things we have 
to sell, even though it doesn’t cost 
our customers a red cent 

It's the knowledge and experience 
our organization has built since the 
introduction in 1929 of Bonderite, 


the first corrosion resistant paint 


base. It’s the competence and practi- 
cal understanding of our technical 


representatives. It's the cooperative 


PARCO LUBRITE 
wear resistant for friction 
surtoces 


PARCO COMPOUND 
fest resstent 


386 


RUST PROOF COMPANY 


2172 E& MILWAUKEE, DETROIT 11, MICHIGAN 


heovy duty me 


attitude of our Customer Service 


people. It’s the initiative and ability 
of our Research staff 

When you use Bonderite on your 
product, all these people go on your 
team to see that you get best results 
with greatest economy 

Want 


side? Write Parker today! 


these good men on your 


Bonderlube, Parco, Parco Lubrite, 
Parker Pre Reg. US. Pat. OF 


* Bond er ite 


Namel 


Since 
1914 
leader in 
the field 


TROPICAL 
tenance 
pods sence 1683 


products 





MOVRRE WORE tht 








04 volts, Sempl 66 oyelw 1 ghee 





15 wotte 
104 vote, Wampet so ie | phase 











Photograph and specifications for the Sel- 
Rex ‘Jet Plater’ portable electroplating unit 


Literature on the Sel-Rex “Jet 
Plater” may be requested from the 
manufacturer, Sel-Rex Corp., 155 
Manchester Pl., Newark 4, N. J. 

For more data circle 21 on Reader Service Card 


kk * 
Humidity Chamber 


A recently developed two-point pro- 
grammer and recorder system for Blue 
M Electric Company’s Vapor-Temp 


PROGLO 100 


A full bright cyanide 
zine addition agent in 
powder form for barrel, 
still, semi, and full 
automatic plating 
solutions. 


85% SOUTH MARKET STREET 


Manufacturing Plants 


For more 
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PROMAT 


PROMAT DIVISION - POOR & COMPANY 


Waukegan, Ill. 


For additional information and technical assistance write 
data circle 387 on Reader Service Card 


Controlled Rela- 
tive Humidity 
Chamber meets a 
large majority of 
M.L.L., J.A.N., 
A.S.T.M. and 
N.E.M.A. Humid- 
ity Cycling Tests, 
the manufacturer 
states. 

Blue M’s pat- 
ented Dual Mi- 
crotrol Controller 
is used in con- 
junction with a 
24-hour or seven- 
day program tim- 
er to produce 
temperature and 
humidity cycling. 
Dual Microtrol 
has two independ- 
ent adjustable 
control switches connected to a hy- 
draulic bellows assembly. 

The two desired conditions — both 
wet and dry bulb temperatures—are 
set on the controllers. The “on” “off” 
dial riders on the timer are set to cor- 
respond with time cycle specified in 
the test. Dual Microtrol then automa- 
tically holds the low condition, wet 
and dry bulb temperatures, for the de- 
sired number of hours. A timer im- 
mediately transfers control action of 
the other sct of controllers and the 
humidity cabinet rises to the high con- 


Humidity Chamber 


In the interests of your 
economy and better 
product results, let us 
prove to you what 
PROGLO 100 will do for 
you. For free technical 
information, write us 
today. 


PF-2 WAUKEGAN, ILLINOIS 
Philadelphia, Pa. Gardena, Calif. 
Promat Division — Poor and Company 
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WATSON-STANDARD’S EXPERIENCE IN 


FORMULATING SPECIALIZED COATINGS 
IS INVALUABLE TO METAL FINISHERS 


If your product includes metal finishing in its manu- 
facture, it is wise to consult the Watson-Standard 
Laboratories on your coating problems. The services 
of our laboratory and field technicians are available 


without obligation. 


t7/. 225 Galveston Ave., Pittsburgh 30, Pa. throus B” 
aS NEW YORK OFFICE: 15 Pork Row, Mew York 38, 6. ¥ E x PERIE! NC 
CHICAGO OFFICE: $5 E. Washington Street, Chicago 7, I. 
vine rinses | 


INDUSTRIAL deperrenagl © PAINTS @ shar yhlerad ° Cae 
jata circle 388 « jer Service Card 
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New Equipment, Processes 


dition, holding for the desired time, 
then transferring control action to the 
initial setting again. 

Dry-bulb temperatures can be con 
trolled from room temperature to 170 
deg. F. within plus/minus 1 deg. F., 
relative humidity controlled from 20 
to 99 per cent, depending upon dry 
bulb temperature. Accuracy of plus or 


THE One-coat 


HEAVY DUTY PROTECTIVE COATING 


For Structural Stee/l* Tanks + Stacks 
Wal/s and Floors * Tank Truck Exteriors 


Outstanding resistance to chemicals, acids, 
. withstands extreme 
can be applied by brush or 
. dries to touch in six hours. 


alkalies and solvents. . 
weathering... 
roller coating .. 


SERIES E-900 COATINGS are high solids 
modified epoxy formulations which result in 
superior toughness, resistance to abrasion 

and excellent adhesion to any clean surface. 


Regularly available in...clear... 


white... gray... 


applied thickness is converted 
to a protective film. 


Write today for 


Technical Bulletin E-900 


7300-CC 


CEILCOTE COMPANY INC. 
Ridge Road - Cleveland 9, Ohio 


389 on Reader S 


products finishing 


and sea-foam green. 
Because of high solid content, 95% of the 


minus one per cent R. H. (wet bulb) 

is possible, the manufacturer states, 
Literature is available from Blue M 

Electric Co., Blue Island, III. 

For more data circle 22 on 


Card 


Reader Service 
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Variable-Speed 


Drum Rotator 

Stationary drum rotator Model 1- 
5154VS has been introduced by the 
Morse Manufacturing Company, Inc., 
East Syracuse, 
New York. The 
rotator is design- 
ed to handle loads 
from 500 to 1,000 
pounds, and is 
useful for blend- 
ing, tumbling and 
mixing materials 
in drums. 

The unit can 
rotate 30- to 50- 
gallon 24-inch di- 
ameter drums at 
any speed from 
seven to 40 r.p.m. 
The idler plate 
can be adjusted 
every 2 inches for 
drums of various 
diameters. Drive 
and idler wheels 
are also fully ad- 
justable to accom- 
modate different 
drum lengths, and 
provide ample 
clearance for the 


Coy | 


largest drum ribs. 

For further in- 
formation on 
Model 1-5154VS 
Stationary Drum 
Rotator, write to 
the Morse Manu 
facturing Com- 


March, 1957 








Does the solvent you use go “sour,” like this? 








Use Nialk® TRICHLORethylene and get psp... like this 


1. Stabilizers (small circles) 
protect your trichlorethylene 
against heat, light, air, mois- 
ture, acids, and such active 
metals as aluminum. At this 
stage NIALK stabilizer looks 
the same as the ordinary 





2. Ordinary stabilizers wear 
out during use, leave solvent 
unprotected NIALK stabilizer 
never wears out. Even after 
repeated distillations and re- 
use, it’s there working. So you 
never have to titrate or add 
new stabilizer. 








3. When all stabilizer is gone, 
bath ‘‘sours,’’ making a clean- 
out necessary. Bath may even 
stain metal parts. Avoid such 
damage and minimize down- 
time by using NIALK TRI- 
CHLORethylene with psp—per- 
manent STAYING power. 


brand—but NIALK has psp. 











Why you pay less to degrease 
with Nialk”® TRICHLORethylene 


This NiALK stabilizer actively retards 
the formation of degradation products 


You can cut the number of cleanouts of 
your degreaser when you use NIALK 
TRICHLORethylene. And you can de- 


grease more parts between cleanouts. 


so you can clean your bath easier, 
faster. 
NiALK has a unique stabilizer with Get proof of NiaLk’s cheaper, safer 
psp—permanent It’s 
neutral, non-alkaline, non-salt-forming. 


degreasing—Write on your business let- 


terhead for a resumé of tests made on 


STAYING power 


You never need replenish it. five leading brands 


HOOKER ELECTROCHEMICAL COMPANY 


1403 UNION STREET, NIAGARA FALLS, N. Y. HOOKER 


CHEMICALS 
PLASTICS 





NIAGARA FALLS « TACOMA+ MONTAG ! * NEW YORK + CHICAGO + LOS ANGE 


Manufacturers of VIRGO® DESCALING SALT, VIRGO ELECTROLYTIC SALT, VIRGO MOLTEN CLEANER 
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New Materials, Equipment All-Plastic Pump 
An all-plastic, self-priming filter 
pump with Dynel filter medium to re- 
move particles down to one micron in 
size from acid or 
alkaline electro 
plating and in 
dustrial solutions, 
has been develop 
ed by Sethco 
Manufac- 
turing Company, 
70-72 Willoughby 
St., Brooklyn 1, 
New York. 
This filter 
pump is designed 
for filtering elec- 
troplating and in- 
dustrial oxidizing 
agents such as 
chromic, fluoboric 
pany, Inec., 762 West Manlius St.. 4nd nitric acids. 
East Syracuse, N. Y. It is also useful 
For more « e 23 on Reader Service Card where metal con- plastic Filter Pump 


4 REASONS WHY 


driQuuik 


infra-Red Oven 


Sections 
are best. for . baking, 
quick drying, heating, 
degreasing, metal prep 
pre-heating 


Morse Variable-Speed Drum Rotator, for 
blending, tumbling and mixing of materials 
in drums, can handle 500-1000 pound loads. 


LOW INITIAL COST 
aa —quickly pay for them- 
ovens any size or selves in savings in time, labor 
and space, improved products. 
shape NO BULBS OR SOCKETS to burn out. Lowest main- 
EASY TO ASSEMBLE into pan- tenance cost. Immune to vibration, moisture, shock. 
els or ovens, because driQuik VARIABLE TEMPERATURE CONTROL—from 0% to 100% 
sections Mntertocking. of rated power by turning a dial. 


driQuik DRY CLIME LAMP CORP. 


S1ON GREENSBURG, INDIANA 
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Protection... 


where it’s needed most! 


vruev BURNISHING - TUMBLING 
and CLEANING COMPOUNDS 


On the finishing line protection against unnecessary 
quality variations is vital for low cost 
more progressive manufacturers 
burnishing and tumbling compounds 


lost tine ex 
high ethiciency finishing. Thi 
ure turning to Rutley 


ive rejects, and 
is why more and 
specialized metal 


cleaning, 
They cost less because they d 


their work so well 
If you have a special problem why not let a Rutley technician help 


lve it. For 
further information write for Rutley Bulletin H-3 


tha 5 Sf 
NaUslUed,, nc 
415 Greenwich St., 


New York 13, N. Y. 
Phone: WOrth 2-1279 


Toons.”’ &42x11 reproduction FREE 


One of a series of “ Rutley on request 
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New Equipment, Processes 


tact must be avoided, for its all-plas 
tic construction is corrosion resistant 
and has no metal-wetted parts. The 
pump is designated VPHI-20. 

The pump itself has a polyethylene 
body and a Hypalon impeller. It is 
self-priming, self-lubricating and will 
not leak. It is coupled by a flexible 
coupling to a 14-h.p., totally-enclosed, 


Raise 


Aa 


Your Plating Production 


UP TO 607 ade 


ball-bearing motor, and has a capac- 
ity of 50 to 300 g.p.m., the manufac- 
turer states. 

According to Sethco, Dynel, the 
acid-resistant acrylic fiber made by 
Union Carbide and Carbon Corpora- 
tion, successfully filters solutions of 
chromic acid, iron and lead fluoborate, 
ferric chloride, silver nitrate, sodium 
hypochlorite and many other industrial 
and electroplating solutions. Dynel re- 
moves particles down to one micron 
in size and has 
applications 
where other nat- 
ural or synthetic 
fibers will deteri- 
orate, the firm re- 
ports. 

The filter pump 
is reversible, en- 





S mootHeX 


Bright Copper! 


This new revolutionary High-Speed Process is 
your answer to an easier controlled, faster, 
more economical Bright Copper Plating a Lacey 
method. Plating specialists developed this 
process to help you achieve top quality, more 
profitable plating solutions capable of increas- 
ing your production 30 to 60 per cent with 
your present equipment, You can cut your 
cost and do a better plating job in a very short 
time by communicating with us, at once! 


abling the opera- 
tor to clean out 
the filter chamber 
without dismant- 
ling. This back- 
washing action is 
said to provide 
long cartridge life 
for improved 
economy. 

For more data ‘ircle 24 


xk 
Chromate 


Coating 
Ker-Chro- Mite 








Send A Sample Of Your Plating Solution 
To Us For Analysis! 


Al, a chromate 
conversion coat- 
ing for aluminum 
and its alloys, 





10705 Briggs Road 





e Write for Literature 


SMOOTHEX, Inc. 


Cleveland 11, Ohio 


produces a yel- 


lowish — protective 


coating that is 
suitable for use as 
a paint base or as 





a final finish. 





393 
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HAMMOND MODEL VRRO 
Two-Spindle Variable Speed Lathe 








pur PRODUCTION— REDUCE FINISHING COSTS 
TE with MmmonS DOUBLE SPINDLE LATHES 


S @ No ‘‘down time’ for one operator when the 
other changes wheel — each operator has his 
own motor, control and variable speed drive. 
Convenient Variable Speed dial is within arm's 
reach of the operator — no ‘‘climbing'"’ around 
in back to change speeds 

Wheel economy and better finish. As wheel 
Wide swing construc wears each operator can increase speed — to 
pana gl cei maintain constant peripheral speed for uniform 
spindles, provides ad- and better finish, maximum production and 
ditional working space wheel life. 

a Available in 3 sizes — two 5 HP, two 7% HP 

or two 10 HP. 


Cost reduction is the need of the day — 
Write for catalog. 


OF KALAMAZOO ky SA . Libdbecs 
‘*Good Machinery achintry mc 
Since '82” 1622 DOUGLAS AVE. — KALAMAZOO, MICHIGAN 


SEE US AT BOOTH 165 — WESTERN METAL SHOW — LOS ANGELES — MARCH 25-29 
394 


ALSO AVAILABLE 
IN WIDE SWING 
MODEL VRROW 
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New Materials, Equipment Silica-Free Blasting 


Material 

The solution is a strong acid and A blasting material that is recom- 

will attack stubborn oxides. It is sup- mended for sandblasting of vats, cast- 

plied in concentrated form and di- ings, ships, tanks, buildings, stainless 
luted for use. The process is said to steel and non-ferrous metals is silica- 
require little control. Full data on the free. It therefore reduces the health 
process is available from Kosmos hazard, cuts faster, flows freely in any 

Electro-Finishing Research, Inc., 140 Weather, and will not rust or pack, 

Liberty St., Hackensack, N. J. the manufacturer states. 

IS hg WE ns nater Baveing Clavd Called Black Beauty blast grit, it is 
practically dust- 
less; thus it leaves 
surfaces cleaner, 


Testing For Causes iiss! Bis 


leave the surface 
” in better condi- 
O ( ue on Ce] VOSItS! tion for finishing, 
with no corrosive 
deposits to mar 

ent contro! the bond. 
at puaot" Black Beauty 
the will not clog or 
foul machines and 
is completely in- 
ert. It can be 
used with stand- 
ard equipment. 
No changeover is 

necessary. 
Free samples of 
Black Beauty are 
FREE { Your guide to available from the 
better plating manufacturer, H. 
B. Reed & Co., 
This technical article —''The 6618 Kennedy 
Use of Filters in Electroplat- Ave., Hammond, 
ing’ — written especially for Indiana. Type of 
you by Mr. J. B. Mohler, Fin- work or finish or 
degree of etch re- 
quired should be 
specified when re- 
questing informa- 


Write copy today. tion on this abras- 
ive, as Black 


Beauty comes in 
ALSO D> ENGINEERING Hou omen 
a 6 2 P am 





ishing Consultant is available 
to you for the asking. Write 
for your free complimentary 


CORPORATION grades. 


1203 Keen $t., Milldale, Connecticu Fort 


LA ry. 





e 395 on Reader Service Ca-d 
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REPORT NO. 1 /ON LOWERING TODAY'S COST OF PRODUCTION 








Enough DIVOBOND to phosphatize 1,000 sq. ft. of work 


low cost, scale-free 
phosphatizing 


One-half pound of Divobond in solution 
covers 1,000 sq. ft. of work with a dense, 
tight, uniform iron phosphate coating. 
Using less compound to initiate a better 
finish automatically lowers production 
costs. 

Another cost-cutting Divobond fea- 
ture is its remarkable scale prevention 
action. Even in hard water areas, plants 
report a year or more of continuous 
operation without a sign of scale. Build- 
up is eliminated and nozzles are free to 
spray on even, uniform coatings, thus 
eliminating appreciable maintenance 
costs. This scale prevention also lowers 


heating costs by keeping coils free of 
insulating blankets of scale. 

Divobond is easy to control. Its non- 
critical pH permits operation through 
a wide range. A simple titration shows 
solution concentration. 

Divobond may be used in two and 
three stage washers with mild steel 
equipment. Reduced capital equipment 
requirements and surface 
preparation possible with Divobond 
suggests consideration in your plant. 

Ask your D-Man for a plant survey 
to determine Divobond’s advantages in 
your operations. Or, for Divobond lit- 
erature, write to Metal Industries De- 
partment, The Diversey Corporation, 1820 
Roscoe Street, Chicago 13, Illinois. 


economical 


PLANTS IN CHICAGO, NEWARK, AND SOUTH GATE, CALIF, WAREHOUSES IN PRINCIPAL CITIES. 
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New Processes, Equipment 


Vacuum Metalizing 
Coating 


An improved coating for use in vac- 
um metalizing has been announced 
by Logo, Inc. Named Logo M-241, 
this material is said to give good 
abrasion resistance. 

Logo M-241 requires a 44-hour bake 
at 325 deg. F. Hardness as measured 


by the pencil test is between 7H and 
9H. It is said to withstand 1,500 hours 
at 110 deg. F. and 100 per cent rela- 
tive humidity in a humidity cabinet. 
For more data circle 27 p 


on Reader Service Card 
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Sharp Turn for Conveyor 

A conveyor turning point that is 
adjustable to 180 degrees turn on as 
small as a five-inch radius, for hori- 
zontal turns, and vertical turns to 128 
degrees, has been 
announced’ by 





Circo Vapor Degreasers use 307 less solvent 


MODEL OP2 


New, modern Circo vapor degreasers 
— whether large or small —are en- 
gineered to save on solvent consump- 
tion. Construction features like bal- 
anced condensing coils, leak-proof 
pumps and dual vapor-level control 
are today saving companies 30% and 
often more in solvent use. Circo de- 
greasers perform faster, save pre- 
cious man-hours through engineering 
designs developed through 30 years 
experience in vapor degreasing. 


Send for Circo’s comprehensive 32-page Manual on Vapor Degreasing. No Obligation. 


124 Central Avenue, Clark (Rahway), New Jersey 
PER-SOLV (Perchiorethylene) 
For rn e aata rcle 397 or eader 
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Chain - O - Flex 
Corp., 3334 Lin- 
coln Ave., Frank- 
lin Park, II. 
These corners 
allow a conveyor 
to be used with 
greater flexibility. 
Adjustments of 
corners can be 
made on the job, 
permitting on-the- 
spot changes to 
meet particular 
requirements. 
The corners are 
used in conjunc- 








tion with Chain- 
O-Flex Continu- 
ous Conveyor-A- 
Series, which con- 
sists of a link 
chain moving in 
steel tubes. 
Three sizes of 
drive mechanisms 
are available, with 


CIRCO PRODUCTS 


for 
METAL CLEANING 


Phosphatizing Units 
Metal Parts Washers 
Industrial Ovens 
Spray Pickling 

Flow Coating 
Complete Systems 
Vapor Degreasers 








CIRCO-SOLV (Trichlorethylen-) 


single speed or 
three-to-one, in- 
finitely variable- 
conveyor speed 
adjustment. 
Systems up to 
approximately 350 
feet and loads up 
to 30 pounds per 


Offices in Principal Cities 


4 
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WHAT KILLS YOUR PUMPS? 


CORROSION... ABRASION...VIBRATION? 


Get the INSIDE story 
for longer pump life 
and less maintenance 


Heavy rubber or 
special linings 
molded in the case 


to resist corrosion 


and abrasion A , Large prelubricated 
io ae j al ball bearings 
One-piece > © 


molded impeller , : 

and oversized ' , |= ad . * 
shoft prevent seh (a p> , 
oscillation ——____ = Al 7 ipso | 
Easy access to 

corrosion-proof 

stuffing box 


Rubber covered base 


Andustrial RESISTS ALL 3 


Lined to suit the job . . . with the exact rubber formula 
most resistant to your processes fluids in INDUSTRIAL’S own Pum, 
rubber compounding and lining division. Also lined with Neo- 
prene, Saran, Hypalon or Hycar. Many sizes up to 450 gpm. 


i as 


Write for 8-page bulletin with head, GPM and efficiency graphs. 


FILTER & PUMP MFG. co. 


5904 OGDEN AVEF CHIC AC 
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New Materials, Equipment Demineralizer 
Purification by ion-exchange to pro- 
duce water with resistance of over 
1,000,000 ohms per cubic centimeter 
is now possible 
with the Barn 
stead MM-O Mix- 
ed-Bed Regenera- 
tive Demineraliz- 
er. Cation and 
anion resins are 
mixed in one resin 
bed, thus permit- 
ting the ion-ex- 
change process to 
take place hun- 
dreds of times as 
the water flows 
through. 
Chain-O-Flex Conveyor Corners: tight turns The manufac- 
turer states that 
foot are practical with one Chain-O- Model MM-O re- 
Flex drive. Conveyor hooks may be Moves approxl- 
spaced as close as six-inch centers. m ately 1,100 Barnstead 
For more data circle 28 on Reader Service Card grains per regen Demineralizer 





Rhodium Plating for jewelry offers the advantages of 


whiteness, lustre and corrosion resistance . 


For electrical and other applications: protection from 
our staff, without 


corrosion in air or unusual conditions... Particularly ie 
obligation, about your 


recommended for printed circuits and contact surface.. Specific plating problems. 


Can be applied to many surfaces from less than one 


to one hundred milligrams per square inch SINCE 6 1901 
/é 


D seevoion nme eee! SIGMUND COHN MFG. CO., INC. 


121 SOUTH COLUMBUS AVENUE * MOUNT VERNON NEW YORK 





For more data circle 399 on Reader 
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OS-700—new fast-action orbital sander. 
Single pad. Over 6000 cycles per minute. 
Removes material faster, easier. Built-in water 
attachment for wet sanding. 5 Ib. 


SP-101—versatile, single- 
pad, straight-line sander. 
3000 oscillations per minute. 
Excellent for fine work on 
smaller pieces. 5 |b. 





per minute. 





600—heavy-duty, straight- 
line model for sanding, pumice 
rubbing, or polishing. Sands 
wet or dry. 1100 oscillations 
per minute. 30 Ib. 





1000—light, fast, easy-to-handle straight-line 
sander. Big abrasive area. 2500 oscillations 
For wet or dry sanding. Palm 
lever controls both air and water. 7'/ |b. 


4000 —9 Ib., 2-pad, straight- 
line sander for longer, slower 
stroke. Built-in water attach- 
ment. 2100 oscillations per 
minute. 


SUNDSTRAND MACHINE TOOL CO., Pneumatic Division, Rockford, Illinois 


A name to remember in AIR SANDERS 


400 


129 





New Equipment, Processes 


eration. The unit consists of a trans 
parent plastic column mounted on a 
plastic base with molded plastic fit- 
tings top and bottom. Flow rate is 
from 10 to 30 g.p.h. Information is 
available from Barnstead Still & De 
mineralizer Co., 130 Lanesville Ter 
race, Boston 31, Mass. 

For more data circle 29 on R 
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Variable-Speed Lathe 

The Hammond Model VRO Vari 
able-Speed Polishing and Buffing 
Lathe is now available with a special 
braking bar that allows the operator 
on either side of the lathe to actuate 
it. A safety feature, it is also a con-_ rising, and either operator has easy 
venience: a man on a “sit-down” op access to it. 
eration can operate the brake without The VRO Variable Speed Polishing 


Hammond Model VRO Variable-Speed Polish- 
ing and Buffing Lathe: special braking bar 





ADDITIVE | sincrisicc 


; Boosts Production 
e Increases efficiency and throwing Cute Rejects 

pou el 
COP-BRITI Can be used in 
e Produces brighter and faster plating | standard and 


4/so0 available 


JELCO 


and 
BARREL © Allows use of higher current density | hish — 
. formulations 
NICKEL ¢ Eliminates cyanide and ammonia oii aia 
Brightener fumes barrel platin 


e Retards anode polarization 





e Write for 
complete 


A Proven Process . . . Used successfully 


- information 
by both manufacturers and job platers / 


maz PELED saneceennare ve 


153 EAST 26th STREET ¢ NEW YORK 10, 
Telephone: LExington Reseda 
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Iron out your chrome-plating 


problems with Diamond 


Let DIAMOND pecialists help vou 
on your chrome-plating prob ind keep cost 
vork full time on cu DIAMOND 


[hese me 
vith pDiants and n 


que tions hey come up 
profit-making answ office icro you 

uninterrupted Ippl' 1d dependable 
OMPANY 


Clevel 


DIAMON 


In pI itis nrom \ 
contro! ery processing step to ilegt ommerce 


quality DIAMOND 


j 
chrome ore and 


ence Start 
importing the making 


tends through pro 
It even incl 


vO 





solution to a polishing problem 


ELECTROZ 
POLISH 


production pieces 
faster—better with 


Lids. ps 
SOLUTIONS 


@ Polishes—Deburrs—Levels 

@ Saves Time—Labor Costs 

@ Improves Product Appearance 
@ Sold as a Concentrate 


@ Used with Standard Plating 

Equipment 
Electro-Glo electropolishing is the modern, 
economical finishing method in which a 
fractional amount of metal is removed 
rather than deposited as in plating. 
Electro-Glo comes to you as a concentrate, 
and you purchase the balance of the solu- 
tion locally. It is used in conventional 
plating equipment. 


Electro-Glo does a multiple job. Deburring, 
leveling, and polishing take place simul- 
Any degree of brightness is 
easily obtained. Electro-Glo concentrates 
process Copper Alloys, Stainless Steel, Car- 


taneously 


bon Steel, and less common metals and 
alloys. The Electro-Glo process is recog- 
nized as a superior polishing method, and 
has an enviable record for Saving Time, 
Saving Labor, Increasing Production 
and NO royalties! | 

Engineering service available. Sample piece 

electropolished by the Electro-Glo method with 

out charge Equipment layout and cost analysis 

furnished. Special m 

developed. Send for full details 


Llits. 


1429 South Talman Avenve 


ethods and finishes 


co. 
Chicago 8, lilinois 
403 
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New Materials, Equipment 


and Buffing Lathe, a heavy-duty ma- 
chine that is suitable for polishing, 
brushing or buffing operations, has 
spindle speeds that are infinitely vari- 
able between 1,500 and 3,000 r.p.m. 
Spindle speed is instantly changed by 
turning a dial. 

A variable speed polishing lathe al- 
lows the operator to choose the most 
efficient spindle speed for each job. 
As brushes and buffs wear down, the 
spindle speed can be increased corre- 
spondingly, maintaining correct peri- 
pheral speed; thus the wheel can be 
used efficiently as it wears down. 

Literature on this polishing lathe 
is available from Hammond Machin- 
ery Builders, Inc., 1622 Douglas Ave., 
Kalamazoo, Michigan. 

For more data circle W on Reader S 
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Deburring Media 
A deburring agent for machined or 
stamped metal parts and sheet metals 


AlSiMag 
Steatite 
These 


aluminum, called 
been introduced by 
Lava Corp 


such as 
491, has 
Div., American 


AlSiMag 491 Media: for deburring operations 
1957 


March 





Correct baking of varnish on armatures, 
field coils and frames is essential to insure 
full protection to the units in later use. 
Four tower-type Sly Ovens at the Direct 
Current Motor and Generator Department 
at General Electric Co., Erie, Pa., provide 
the exact temperature required. They are 
an integral part of production, assuring a 
smooth, continuous flow. 


The ovens are arranged in pairs. Each is a 
double-compartment oven with a common 
wall separating the zones. Each zone has 
its own heating and control system and 


Four Sly Ovens at General Electric, Erie. 


“ SCY Ovens Give 


Close Baking Control at G. E. 


individually automatic, program controlled 
conveyor system to meet the required, 
preheat, first and second baking opera- 
tions. Complete cycle includes preheating, 
varnish dip, 4-hour bake, varnish dip and 
another 4-hour bake. Operations are such 
that the ovens reach their required tem- 
peratures prior to the start of the work day. 


This installation is typical of the time and 
money savings Sly Convectioneered Ovens 
bring to drying, baking and finishing 
operations. Write for catalog describing 


Sly’s complete line. 


Designers and Manufacturers of: Dust Control Systems, 
Industrial Ovens, Blast Cleaning 


THE W. W. 


Equipment, Tumbling Mills. 


MANUFACTURING CO. 








4784 TRAIN AVENUE °* 


OFFICE 
404 or 


March, 1957 


CLEVELAND 1, OHIO 


IN PRINCIPAL CITIES 
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for light grinding 
and polishing 


GRIND-O-FLEX 


FLEXIBLE GRINDING WHEEL 


This resilient polishing and grinding wheel 
removes burrs, flash, and blends surface 
blemishes from contoured parts without 
digging into the metal. Consists of hun 
dreds of “‘leaves’’ of aluminum-oxide cloth 
sealed to a core. Attaches to your present 
power tools or any rotating spindle. No 
special equipment to buy. Wide range of 
grits. Safe and easy to use. Mount several 
wheels side by side for any required 
width. There's nothing like it 


For finishing complex contours 


SAND-O-FLEX 


BRUSH-BACKED ABRASIVE WHEELS 


Use Sand-O-Fley 

for lighter and 

more intricate 

contour work on 

metals, plastics, 

wood, rubber, etc 

Cannot gouge,’ 

“flat’’ or mar sur-— 

faces. Attaches to 

motor shaft or 

power tools. Avail 

able in four sizes 

from portable to 

heavy-duty pro 

duction line mod 

els. Refill abra 

Sive cartridges range from coarse to very 
fine for all types of finishing and polish 
ing. Write for catalog and prices 


MERIT PRODUCTS, INC. 


4023 Irving Place, Culver City, California 


lata circle 405 on 
134 products 
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New Equipment, Materials 


ceramic deburring agents are said to 
resist “loading” with metal. They are 
made for deburring or sharpening. 
Diameters range from 1% to 3 inches. 

AlSiMag 491 is a fine textured, vitre 
ous ceramic of the alumina type. It 
is extremely hard (measuring more 
than 9 on Mohs’ scale) and _ its 
strength and durability are particular- 
ly suited for these applications. 

For information on AlSiMag 491 
deburring media contact American 
Lava Corp., Cherokee Blvd. & Mfgrs. 
Rd., Chattanooga 5, Tenn. 


r 
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Coloring Copper 

Enthone, Inc., 442 Elm St., New 
Haven, Connecticut, has developed a 
process called Enthocolor 220, which 
produces brown and shiny blue-black 
oxide coatings on copper and copper- 
base alloys. Uniform brown colors can 
be produced on copper and on aimost 
all copper alloys. Blue-black and 
brown colors are produced on brasses 
containing 20 per cent or more of zinc. 
Since the finishes formed are oxides, 
no subsequent crystal spotting occurs. 
The adhesion of the finishes is such 
that work can be severely defcrmed 
without causing the coating to flake, 
the manufacturer states. Two-tone ef- 
fects can be obtained by relieving por- 
tions of the oxide coating. 

Enthocolor 220, supplied as an al!- 
kaline salt mixture, is used in solution 
at 180 deg. F. to 225 deg. IF. Parts to 
be colored are given the usual prep- 
aratory treatments before they are im- 
mersed in the solution for periods of 
1 to 15 minutes. The finishes produc 
ed are also excellent bases for paint 
and the used as a 


process can be 
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CENTRAL Polishing Machines 
Pay Big Dividends in Time Saved 


and Improved Quality 


TANDEM ROLL HORIZONTAL MACHINE 
For cut down and finishing of sheets, 
plates, extrusions, trim, etc 


° FASTER 
MORE EFFICIENT 
° ECONOMICAL 


SINGLE ROLL HORIZONTAL MACHINE F., cutting costs, improving quality and speed- 
Hydraulically operated, with patented ing up your finishing operations on sheets, 
hydraulic contour device. Tables on all plates, extrusions, rods, tubing, auto trim and 
machines may be oscillated sidewise. many odd-shaped pieces, Central Polishing 
Machines will meet every production require 
ment as they have done so successfully wherever they have 

been installed. 


Horizontal Machines are built in single and tandem roll 
models, 30’, 40’ and 50” widths, in any length. Are hy- 
droulically or electro-hydraulically operated from a central 
operator's station and equipped with our patented hydraulic 
contour control. Stroke adjusted from 2” to full capacity in 
stepless increments. Tandem rolls permit cut down and 
finishing operations with one set-up. 


Vertical Machines are available with 18 or 36” stroke 
They are fast, economical and easy to operate. Patented 
hydraulic contour device permits finishing many different 
shapes such as hardware items, handles, cutlery, auto and 
appliance trim, escutcheon plates, etc. Central Vertical 
Machines may be set in batteries where o sequence of 
operations is desired. Conveyor systems and fixtures can be 

VERTICAL POLISHING MACHINE furnished. 

2 sizes, 18° and 36” stroke. Hy- 

draulic contour device. Gives a high 

finish to many odd-shaped pieces. 


Write for full information or send 
us samples of work to be finished. 


CENTRAL MACHINE WORKS 
74 Commercial St. Tel. PL 6-1500 Worcester 8, Mass. 
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preparatory procedure for blackening 
with Ebonol “‘C.”’ 
For sta circle 32 on Read vice Ca 
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Easily Cleaned Nozzle 
When spray nozzles must be mount 
ed at hard-to-get-at places, the clean- 


ing job is often a tough one. To sim- 


BLACKENING 


Black Oxide finishing for rust resist- 


ance and decorative parts. Speedy 
black coating in water solution with 
no electric current. Permanent black 
finish on ordnance parts, 
craft, bearing Dazzling black 


decorative finish for television 


tools, air- 
races 
cam- 
eras, business machines, hardware, 
metal screens and machine parts. Ex- 
cellent bond for paints and enamels. 
Simple one bath operation. Write for 
bulletin H-16. Park Chemical Co., 6078 


Military Ave., Detroit 4, Mich. 


*le 407 on Reader Service Card 


plify this task, 
Spraying Systems 
Co. has introduc 
ed a Fullijet 
Nozzle with pull 
out vane. The 
vane of this 
nozzle is made 
with a small fe 
male threaded 
connection to re- 
ceive a_ pull-out 
rod, to be install- 
ed by the user in 
whatever length 
required. The rod 
extends back in 
side the pipe to 
some connection 
point that is eas 
ily accessible. 
When cleaning is 
needed, the vane 
is merely drawn 
back through the 
pipe and removed and cleaned while 
the nozzle itself is flushed out. 

This Fulljet Nozzle is supplied in 
many sizes and capacities. Pull-Out- 
Vane Fulljet Nozzle Data Sheet 7071 
is available from Spraying Systems 
Co., 3229 Randolph St., Bellwood, IIl. 


For more data circle 33 on Reader Service Card 


Spray Nozzle with 
pull-out vane 
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Metal Cleaning Slusher 
An improved motor-driven slusher 
for cleaning metal parts has been de- 








VINYL PLASTISOL COATINGS 


APPROVED SOURCE 


. MATERIAL HANDLING TOUGH e DURABLE @ NOT AFFECTED BY TRICHLOR. 
” TUMBLING BARRELS—inexrensive @ SEAMLESS @ LONG LIFE LININGS 
7 PLATING EQP’T. —VERY DURABLE e EXCELLENT CORROSION RESISTANCE 
° ELECTRICAL INSULATION —APPROX, DIELECTRIC VALUE 400V/ MIL. 
FOR FURTHER INFORMATION: MARATHON METAL PRODUCTS, INC. 


67 HUNTINGTON ST. 


CORTLAND, N. Y. 








408 
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THE MASTERS’ ELECTRO-PLATING ASSOCIATION 
OF NEW YorK, INC. 


59 East Fourth Street 


New York . New York 


proudly announces tts 


Thirtv-Ninth Annual Banquet 


and Entertainment 


SATURDAY, MAY LI, 1957 
PLAZA HOTEL © NEW YORK CITY 
( o¢ kta Is al 10) Dre SS optltor (i 


Subseript OF... $25.00 per person 











INDUSTRIAL’S 
new SPIN-N-SPRAY wasHer 


removes all traces-of metal chips 
and dirt... Reaches hidden inner 
Compressor Casting courtesy of 4 e 
The Trene Compeny, recesses of castings. 
la Crosse, Wisconsin. 
A new installation for The Trane Company 
i required large compressor castings to be cleaned free 
, from chips and dirt... rinsed, coated with 
® rust preventive and dried. industrial's staff developed 
this cabinet type washer with a special 
“spin and spray"’ design that achieves the task easily 
with the most effective cleaning results. 


ILL Lt dL) ee 


e Sales Agents For 


Model CAB 42” x 42” WR STM 
processes ten or more castings per Exclu 


hour — operated by one man. For Industrial Washing Machine Corp. 


information write Dept. CH. Matawan. New Jersey 
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New Equipment, Materials 


veloped by Belke Manufacturing Co., 
945 Cicero Ave., Chicago 51, II. 
Material for cleaning is suspended 
in the cleaning or rinsing solution on 
a horizontal rod, which moves in an 
arc 
The parts move horizontally and 


Setheo Fi/fers fast 


FROM 
START ‘ » Belke Slusher: for cleaning metal parts 
j vertically through the solution, pro 
SELF PRIMING /  LSIN-20V ducing a slushing action that washes 


instant filtration away the dirt. The parts may be sus 
pended on plating racks, in baskets or 


To aA é 
/ on wires. 
1 4 The improved slusher is available 
i complete with tank or to fit present 


Automatic / re Li. tanks. Drive motor is 14 h.p., avail- 
Backwash yy; et able for single or three phase 
Reversal ae ssoesonaapcatil 

Switch 


Models equipped 
with corrosive re 


sistant alloys and Spray Booth 


materials for every electro- 


plating and industrial cen Water Treatment 


from pH 0 to pH 14. Removes . : : 
particles down to one micron in size A liquid treatment recently intro 


Setho Mé Co duced by North American Mogul 

g- e Products Co., for water wash spray 
70-72 Willoughby St., Brooklyn 1, N. Y. - UL 5-8940 10th; helps to protect equipment and 
ait an Render tere ‘sq reclaim overspray. 


x «x 8 








If you want to upgrade the finish of your metal 

products, find out about Vinsynite, the stable, 

wash-primer type pretreatment. Easily-applied 

PROTECTION to ANY metal by brush, spray or dip, its use 
requires no special equipment or controls 

P| Promotes resistance to corrosion, increases ad 

US hesion of topcoats, improves appearance. Write 


for literat d technical dat 
HOLDING ain “a yr tesserae hate Inc. division 
POWER oo HOMPSON 


Since 1847 and COMPANY 


1010 Allegheny Ave., Oakmont, Pa. 
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“Mogul M-55 
paint particles envelops 
them in a protective film to make 
them float, and does not “burn” or af 
fect the paint in any way, the manu 
facturer states. 

A special rust-inhibiting additive 
checks rust and formation in 
lines, headers, and strainers 
Cleanouts” and less fre 
quent and rust inhibition gives longer 
life to all equipment 

Literature is available from 
American Mogul Products Co., 
ard Building, Cleveland 

m 35 


, a 


keeps 
separated, 


overspray 


sv -ale 
nozzles 


are easier 


North 
Stand 


14, Onto 


Aircraft Exhaust Track 
Stain Remover 


Octagon Process, Inc., 
ae. See 


Exhaust 


Staten Island 
Aircraft 
Remover called 


has announced an 
Track Stain 
170. This 
successful in removing 
Cat-A-Lac finishes 
oil, grease and general soil from paint 


Octagon cleaner has been 


tains from 
and in removing 
ed and bare metal surfaces of aircraft, 
the manufacturer states 

170 is non-flammable, non 
non-irritating, and 
the manufacturer 
penetrates and 
and hard-to-clean, 
Octagon 470 is 
spraying or wiping on the cold solu 
tion. A cold water pressure 
spray if available, the 
loosened particles leaving the surface 
free of dirt and stains 


Octagon 


toxic and has no 
offensive 
states. It 
dirt 


on deposits 


odor. 
disperses 
baked 


used by 


greasy 


rinse, or 


washes away 
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Wide Brush- 
Sanding Drums 


Brush-sanding drums ranging from 
37 to 74 inches wide have been intro 
duced by Merit Products, Inc., 
City, Calif. They are suitable for use 
in sanding or 


Culver 


polishing wide metal 


Wide Brush-Sanding Drum: sands low spots 


sheets. These drums have a series of 
fibre brushes spaced around the cit 
the They back 
up a series of abrasive strips that feed 
the 


against 


cumference of drum 
drum and 
the stock 
action. This 
reach low 
without the 


necessity of grinding down high spots, 


out from inside wipe 


the abrasive with a 
resilient action 
the 


warps, or 


smooth 
enables abrasive to 
areas sinks 


producing a uniform scratch pattern 
entire width and length of 
New fed out of 


as required 


across the 
the sheet. 
the drum 


abrasive is 


2 [HELP CRIPPLED CHILDREN | 
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New plants... company news... new positions ... 
meetings ... honors. . . societies. 


NEW PLANTS 


Kosmos Electro-Finishing Research, 
Inc., has moved from Belleville, N. J., 
to 140 Liberty St., Hackensack, N. J. 
The new facilities include a complete- 
ly equipped laboratory, which will be 
used primarily for development of 
conversion coatings and plating solu- 
tion additives. 

The firm will stock a complete line 
of plating room supplies and equip- 
ment at the new location. 


x* 


A new specialized structure has re- 
cently been completed in Los Angeles 
as West Coast headquarters for the 
DeVilbiss Company, manufacturers of 
spray finishing equipment with a Pa- 
cific Coast plant in Santa Clara and 
main plant in Toledo, Ohio. It is now 
in operation as sales and service cen- 
ter, rebuilt exchange and warehouse 


unit, and offers a customer research 
laboratory equipped with facilities for 
demonstration and testing of spray 
equipment of all kinds for DeVilbiss 
users and prospective customers. The 
new branch is five times the size of 
former quarters. It is located at East 
Slausen and South Garfield Avenues 
near the Santa Ana Freeway. 


COMPANIES 


Visitors at Booth 437 in the Pan- 
Pacific Auditorium during the 1957 
Western Metal Show, March 25-29, 
will see a combination continuous 
drum- and belt-conveyor-type clean- 
ing machine built by Ransohoff, Inc., 
Hamilton, Ohio. Small parts are wash- 
ed, rinsed and dried in the drum sec- 
tion and larger parts or tote pans are 
processed at the same time in the 
conveyor section. The drum- and con- 


Artist's sketch of recently completed DeVilbiss West Coast headquarters in Los Angeles 
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veyor-type units are contained side- 
by-side in the same housing. The 
same pumps, tanks, blower and heat- 
ing equipment serve both sides. 

Design of the machine permits in- 
corporation of pickling, neutralizing, 
phosphate coating and similar proc- 
esses. Tanks and drying air of the 
machine on exhibit are heated by gas; 
they may be heated py steam, oil or 
electricity. 

One-man operation is provided by 
return conveyors. Small work or parts 
processed in the drum section are au- 
tomatically returned by a belt con- 
veyor to the charging end; larger 
work or tote pans processed in the 
conveyor section are automatically 
discharged onto a gravity-type con- 
veyor returning to the charging end 
of the machine. Completely automatic 
operation can be provided by inte- 
grated loading, unloading and trans- 
fer equipment. 

Joseph M. Shelt, western represen- 
tative field engineer from Sherman 

wh 4} 
a? as 
oe ina. 


s  . 
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HY 


Continuous Drum- 
Cleaning Machine 


Ransohoff Combination 
and Beit-Conveyor-Type 


March, 1957 


Oaks, California, and representatives 
from the Ransohoff general offices 
and factory in Hamilton, Ohio, will 
be on hand to explain the operation 
of this machine. Descriptive mate- 
rials, installation photographs and 
drawings of the many types of Ran- 
sohoff equipment for the aircraft, 
missile, automotive, appliance and 
manufacturing industries will be 
available at the Western Metal Show 


x 2 = 


A demonstration of “Rokide’ 
ceramic spray coating of metal will be 
featured at the Norton Company booth 
(No. 918) in the Western Metals Ex- 
position, Los Angeles, March 25-29 

A setup for applying Rokide ceramic 
coatings to a variety of base materials 
will be shown in a transparent en- 
closure to permit close inspection of 
the process. Rokide ceramic coatings 
have been used extensively for protect- 
ing jet engine and rocket parts from 
the high temperatures and corrosion 


will be on display at Western Metal Show. 
Machine can process large or small parts 
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of exhaust gases. Another use is in 
making close-fitting mechanical seals. 

Other exhibits will demonstrate 
Norton’s new ‘44 Alundum” abrasive 
grinding wheels on portable grinding 
operations. The recently improved 
“Tumblex ‘A’ Alundum” tumbling 
abrasive for barrel finishing will be 
demonstrated in a tumbling barrel 
turning out finished work. 

Other Norton products for the metal 
industries will be shown, including the 
new “44 Alundum” abrasive wheels, 
recently introduced ‘“‘Tumblex ‘S’ Alun- 
dum” abrasive spheres for barrel fin- 
ishing of hard-to-reach surfaces, and 
other barrel finishing abrasives. 

Another new product, to be shown 
for the first time, is Norton’s ceramic 
nuclear fuel element. This source of 
atomic power is believed to be the first 
ceramic fuel element commercially 
available. 

“Hot Rod” 
ments, first 
own grinding 
shown. 


ceramic heating ele- 
developed for Norton's 
wheel kilns, will be 





QUALITY EQUIPMENT 
PRICED RIGHT AND READY 
FOR IMMEDIATE SHIPMENT 


BUFFING AND POLISHING EQUIPMENT 


100 Hanimond—Divine—U. S. Electric— 
Holland — Standard Electric — L’Hom.- 
medieu single speed and variable speed 
buffing and polishing machines. 1to 20 HP. 


6 Rotary Machines: Hammond—Acme— 


Packermatic 


Complete buffing systems for above ma 
chines, including hoods, cyclones, dust 
boxes, pipes, motors and blowers; various 
sizes. 


Semi-automatic machines: Buffalo—Ham- 
mond Acme—Divine—Production. 


ALL EQUIPMENT IN STOCK 
INSPECTION INVITED 


all quoted subject fo prior sale. 


J. HOLLAND & SONS, INC. 


485 KEAP ST., B'KLYN, N. Y., STagg 2-2022 








The F. H. Ross Company of Char- 
lotte, N. C., has been appointed dis- 
tributor for Pennsalt Chemicals’ Met- 
al Processing products. John M. Da- 
vidson, sales manager of the Pennsalt 
Metal Processing Products Depart- 
ment, announced that the Ross Com- 
pany will be the exclusive distributor 
of Pennsalt Metal Cleaners, Fosbond 
Coatings and Fos Cold-Forming Lu- 
bricants in the seven southeastern 
states of North and South Carolina, 
Tennessee, Georgia, Mississippi, Ala- 
bama and Florida. 

The Ross Company’s new 
Finishing Department will be 
the direction of James H. Ross. 


x = 


The Dean Thermo-Panel Coil will 
be exhibited in Booth No. 1244 at the 
Western Metal Exposition in the Pan- 
Pacific Auditorium, Los Angeles, 
March 25-29, 1957. 

Cross-section samples of the Dean 
Thermo-Panel Coil made of various 
types of materials, and in various fit- 
ting arrangements, will be shown. 

—*k x 

A complete field testing service 
utilizing DriQuik infrared industrial 
ovens in the plant of any company 
which has a heating, baking or dehy- 
drating problem, has been announced 
by M. N. Kanouse, president of the 
Dry Clime Lamp Corporation, Greens- 
burg, Indiana. 

All Dry Clime representatives are 
now equipped with complete DriQuik 
infrared testing setups, making it pos- 
sible for them to run complete tests 
in customers’ plants. 


Metal 
under 





MEMO FROM A PLEASED 
PLATER 


Dear Jim: Believe it or not, Peterson the plant 
chemist, and |, are talking the same language— 
we're pals! Couldn't get it at first until | checked 
the grapevine and found the boss had written the 
JOSEPH B. KUSHNER ELECTROPLATING SCHOOL 
in Stroudsburg, Po., and enrolled ‘*Pesty’’ in 
ELECTROPLATING KNOW HOW too! The boss is 
sure a shrewd cooky—production’s smoother than 


ice cream now! Your pol, Bill. 
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Dry Clime representatives now offer com- 


plete DriQuik infrared field testing service. 


Greater accuracy is achieved 
through this new testing method, 
since the tests are made “on the job” 
under actual working conditions of 
the customer. 

The new service introduced by Dry 
Clime also makes it possible for all 
who are interested to view the tests 
and evaluate DriQuik equipment at the 
time it is being tested in the plant. 

Dry Clime supplies complete ovens, 
and parts for customers who desire 
to build their own ovens 


x 2 


Minnesota Mining and Manufactur- 
ing Company recently announced that 
it has made its “two billionth’ com- 
mercial-size roll of tape. 

That’s over 68 million miles of tape 

enough to reach the moon and back 
118 times. If all that tape were wrap- 
ped around the Earth at the equator, 
it would circle the world 2,700 times 
in a giant-sized roll of tape 14 inches 
thick. 

The company’s production of tape 
passed the equivalent of the “two bil- 
lionth roll” mark late in January, and 
the firm announced that the symbolic 
roll would be wound on a gold plat- 
ed core, packed in a standard carton 


March, 1957 


and sold through regular distribution 
channels. 

The recipient of the commercial- 
size roll will be awarded 10 shares of 
3M common stock and given an ex- 
pense-paid summer visit to St. Paul, 
Minnesota, to exchange the two bil- 
lionth roll for his award 

Hand application was the only 
method when tape was first introduc- 
ed in 1925 to mask two-tone automo- 
biles. Industry now uses taping ma- 
chines that automatically apply tape 
to such different items as cans, chain, 
glass sheets and boxes at rates up to 
300 applications per minute 

Paint masking is still one of the 
largest uses for pressure sensitive 
tape. Masking is not limited to paint, 
however. Polished metal sheets for 
stainless steel cabinets are protected 
against scratches during fabrication 
with protective tape, to mention only 
one of tape’s many uses. 


Tape enough to reach the moon 236 times 
is represented by the two billionth commer- 
cial-size roll of tape produced recently by 
Minnesota Mining and Manufacturing Co., St. 
Paul, Minn. Shown with the symbolic roll 
are (left to right) W. L. McKnight, 3M board 
chairman; H. P. Buetow, 3M president, and 
R. G. Drew, inventor of the first pressure 
sensitive tape. The two billionth roll will be 
packed in a standard shipping carton and 
sold. The recipient of this roll will be 
awarded 10 shares of 3M common stock. 
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The merger of Bart-Messing and 
Sel-Rex Corporations, both of New- 
ark, N. J., has been announced by the 
boards of directors of both companies. 

The older of the two companies, 
Bart-Messing, has been a manufactur- 
er and distributor of power rectifiers, 
filters and metal finishing equipment 
and supplies for nearly fifteen years. 
The Sel-Rex Corporation has been 
prominent in the precious metals 
processes manufacturing field since its 
inception as Sel-Rex Precious Metals, 
Inc., five years ago. As the latter 
company grew, its product line ex- 
panded to include a wide range of 
non-precious metals items and elec- 
troplating processes. To avoid the im- 
pression that the company was active 
in this field exclusively, ‘“‘precious 
metals” was dropped from the cor- 
porate name last year. 

The company trademark, an elon- 
gated diamond with “Sel-Rex”’ super- 
imposed in script, will be retained 


and all company products will con- 
tinue to be marketed under this name. 

The business will be conducted by 
separate divisions of the new Sel-Rex 


Corporation: Precious Metals Divi- 
sion, under the direction of E. C. Rin- 
ker, vice president, will manufacture 
and market precious metals salts, so- 
lutions and electroplating processes; 
tectifier Division, headed by E. R. 
Redlhammer, vice president, will man- 
ufacture and market germanium, si- 
licon and selenium rectifiers, liquid 
clarification filters, and an automatic, 
portable electroplating machine. 
Chemical Division, under the supervi- 
sion of Morris M. Messing, president, 
will be concerned with metal finish- 
ing and electroplating equipment and 
supplies. 

Other officers of the Sel-Rex Cor- 
poration are S. S. Wilson, vice presi- 
dent in charge of the company’s De- 


troit and Chicago 
offices; Lucien R. 
Collart, secretary- 
treasurer; and 
Frank W. Brear- 
ley, assistant sec- 
retary. 

Executive of- 
fices and rectifier 
and filter manu- 
facturing facili- 
ties are now at 
155 Manchester 
Place, Newark, N. 
J. Plans are cur- 
rently being for- 
mulated for the 
centralization of 
the entire manufacturing and precious 
metals laboratory facilities in a new 
building. 


Morris M. Messing 


xk 


Distributors of ‘‘Honite’”’ brand bar- 
rel finishing materials have added the 
lines of four major equipment manu- 
facturers, according to Minnesota 
Mining and Manufacturing Co., St. 
Paul, Minnesota. 

Twenty-two 3M distributors located 
in major metalworking centers across 
the country will handle, in addition 
to their ‘“Honite’’ brand products, 
equipment made by: Speed-D-Burr 
Corporation, Glendale, Calif., makers 
of the Mitey-Mite line of barrel finish- 
ing equipment; Metal Finish Inc., 
Newark, N. J., makers of an estab- 
lished east coast equipment line now 
being marketed nationally for the 
first time; Rampe Manufacturing Co., 
Cleveland, makers of low-cost, preci- 
sion-built, small capacity equipment; 
and Crown Rheostat and Supply Co., 
Chicago, first builders of modern bar- 
rel finishing equipment for the appli- 
cation of abrasive chips to the barrel 
finishing process. 





Has 40” handle offset 35 


damage. Order Several Today! 


762 West Manlius St., E. Syracuse, N.Y. 





MORSE DRUM UPENDER No. 32 


Takes the strain and effort out of upending heavy drums. 
for top efficiency. Hefty 1'4” hook 
provides clearance for largest chime. 2'2” x 8” toe plate 
spreads lifting pressure over large area to prevent drum 


MORSE MFG. CO., INC. $6, 5Q roe 
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Pennsalt Chemicals’ Metal Process- 
ing Department recently held a three- 
day sales seminar at Seaview Coun- 
try Club in Absecon, N. J. Fifty mem- 
bers of the chemical company’s sales, 
research and executive staffs attend- 
ed the meeting, including field sales 
and production managers from all 
areas of the United States and from 
Canada. 

The Pennsalt Metal Processing De- 
partment manufactures and sells met- 
al cleaners, phosphate coatings, and 
cold working lubricants. 


xk 


The Carborundum Company, for the 
first time in its 65-year history, 
achieved sales in excess of $100,000,- 
000 in 1956, compared with $89,800,- 
000 in 1955, $70,000,000 in 1952, and 
sales of $37,000,000 in 1946. Indicat- 
ing plans for further growth, General 
Clinton F.. Robinson, president of the 
firm in Niagara Falls, New York, an- 
nounced the continuation of expansion 
and modernization with a scheduled 
expenditure of $33,000,000 during 1957 
and 1958. 


NEW POSITIONS 


Roland Smith, formerly assistant to 
the aircraft sales division manager of 
The Fafnir Bearing Co., has been 
named sales manager of The Abbott 
Ball Co., Hartford, Conn., producers 
of bearing balls and barrel finishing 
equipment. 

Mr. Smith succeeds C. B. Schaef- 
fer, who has resigned to form his own 
sales organization. He will represent 
Abbott Ball in New England. 

x TF 

Fenton Liffick has been appointed 
sales representative for MacDermid 
Incorporated, Waterbury, Conn. 

Working closely with Edward F. 
Stack, the present MacDermid sales 
representative in the Midwest, Mr. 
Liffick will concentrate on sales of 
the company’s line of metal cleaning, 
plating and finishing chemicals and 
compounds in Iowa, Wisconsin, Min- 
nesota and northern Chicago. 
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A. Alexander Fenton Liffick 


Hanson-Van Winkle-Munning Co. 
has announced the appointment of 
Alexander Alexander to the post of 
finishing engineer in Chicago. 

Mr. Alexander will assist H-VW-M 
salesmen in fifteen midwestern states 
in problems and service relating to 
the buffing and polishing of metals 
and plastics 


x «re 


tobert R. Swanton and Ted A. Sail- 
or have recently joined the Industrial 
Department of Wyandotte Chemicals 
Corporation. Mr. Swanton will head- 
quarter in Wyandotte’s Detroit office; 
Mr. Sailor in the company’s Chicago 
office 


Robert R. Swanton Ted A. Sailor 
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The George A. Stutz Company has 
announced the appointment of Louis 
E. Carr as sales and service engineer 
in the Wisconsin-Minnesota area. 


Orrin P. Catlin Louis E. Carr 
Duane L. Clinton, president of The 
Clinton Company, Chicago, Ill., has an- 
nounced the appointment of Orrin P. 
Catlin, Indianapolis, Ind., as the com- 
pany’s Indiana sales representative. 
Mr. Catlin is well known to Indiana 
manufacturers, having had 21 years 
experience in industrial coatings. 


x*e 


A realignment in the company’s 
midwestern sales area and appoint- 
ment of two divisional sales managers 
have been announced by Henry M. 
Kidd, sales vice president of the De- 
Vilbiss Company. 

The company’s Chicago branch will 
be headquarters for the north central 
division, under Jack E. Kennedy as 


Edward F. Luzius J. E. Kennedy 
divisional sales manager. He had been 
branch manager in Chicago. 

The St. Louis branch will be head- 
quarters for the DeVilbiss Midwest 
sales area under the direction of Ed- 
ward F. Luzius as divisional sales 
manager. He, like Mr. Kennedy, has 
advanced from the managership of 
his local branch. 


x = 8 


Oakite Products, Inc., manufactur- 
er of industrial cleaning and metal 
treating compounds, has announced 
two changes in its field service or- 
ganization. E. Lacy, for many years 
a member of the company’s Detroit 
staff, has been transferred to Hous- 
ton, Texas. John C. Ruttle will serve 
the metal industries in western De- 
troit. Mr. Ruttle recently completed 
an intensive eight-week training pro- 
gram at Oakite’s New York head- 
quarters and in the field. 





Cooler, Faster Buffing 


with 45° Spoke Buffs 
Patented spoke mount- 
ing principle maintains 
best cutting angle of 
45° for faster, smooth- 
er cutting with less 
pressure ond no streaks. 
Ventilation from 24 
openings. 
Write for folder. 


GUARANTEED BUFF CO., INC. 
20 Vandam St. New York 13, N. Y. 








Telephone collect for free brochure on 


STRIPPING COPPER 


with 


Economical, fast, non-electrolytic. 


Sulphur Products Co., Inc. 
McKeon Bidg., 621 W. Pittsburgh St., Greensburg, Pa. 
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ANNUAL TRI-STATE REGIONAL MEETING, 


French Lick-Sheraton Hotel, French Lick, Ind., March 30. 
Luncheon—tTechnical Session—Banquet—Entertainment 





Richard Glen Howser has joined 
Wyandotte Chemicals Corp., Wyan- 
dotte, Mich., as an industrial represen- 
tative in Denver, Colorado. 


Bland B. Button Richard Glen Howser 


Managers of the four leading Wyandotte 
Chemicals Ford Division districts were hon- 
ered during the recent 1957 Sales Confer- 
ence at St. Clair Inn, St. Clair, Michigan. 
Shown left to right are: Fred Tholen, sales 
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Bland B. Button has been appoint- 
ed vice president of sales for The Di- 
versey Corporation, Chicago, Ill., man- 
ufacturer of specialized chemicals for 
the food and metals processing indus- 
tries. 

Prior to his new appointment, Mr 
Button was Diversey’s general sales 
manager. 


7 2 2 


The Coated Abrasives Division, 
Armour and Company, Alliance, Ohio, 
has announced the appointment of 
Jack M. Rogulic as sales supervisor 
for the southern section of 
County (Chicago), Illinois 

Prior to joining Armour and Com- 
pany, Mr. Rogulic associated 
with the Delta Die Casting Corp 


Cook 


was 


manager; C. J. Martin, Buffalo; C. B. Dover, 
Minneapolis; Tom Jones, Atlanta (first place); 
F. A. Troxell, Cleveland; and Ford Ballantyne, 
Jr., a Wyandotte Chemicals vice president 
and general manager of the J. B. Ford Div. 
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S. 44TH ANNUAL CONVENTION, 


Sheraton Mount-Royal Hotel, Montreal, Canada, June 16-20. 





MEETINGS 


The Masters’ Electro-Plating Asso- 
ciation of New York has announced 
that it will hold its 39th Annual Ban- 
quet at the Plaza Hotel, New York 
City, on Saturday, May 11, 1957. 

This year Mariano Ranno, Imperial 
Plating Co. of Brooklyn, is the ban- 
quet chairman 

Sal Novelli of Service Plating Com- 
pany is the chairman of the associa- 
tion, Jesse Goldman of Grand Chro- 
mium Plating Corp. is vice-chairman, 
and Frank Kaiser of Long Island Me- 
chanical Plating Co. is treasurer 

S. C. Taormina is the executive sec- 
retary, with offices at 59 East Fourth 
St., New York 3, N. Y 
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GARDNER SCRATCH 
THICKNESS GAGE 


For measuring the dry thick 
ness of coatings applied to 
any base such as WOOD, 
GLASS, METAL, PLASTIC, etc. 


Write for description. 


GARDNER 
LABORATORY, INC. 


P. 0. BOX 5728 PF 
BETHESDA 14, MD 
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The cocktail hour will start at 6:30 
P.M., followed by the Banquet, Dance, 
and Entertainment. Subscription to 
the Banquet is $25.00 per person. Dress 
is optional. 


TRAINING COURSES 


A Short Course in Paint and Var- 
nish Technology will be offered by the 
School of Chemical and Metallurgical 
Engineering at Purdue University 
June 24-28. 

Topics to be covered in the course 
will be: I-—-Processing Steps in the 
Manufacture of Finishes and Resins; 
II—-New Technical Developments in 
tesins, Oils, Solvents, Pigments, 
Driers, Testing Methods, and Custom- 
er Specifications; and III—-The Pro- 
tective Coatings Industry. Lyle F. Al- 
bright, associate professor of chemi- 
cal engineering at Purdue, has an- 
nounced that one of the guest speak- 
ers at the course will be Dr. James 
S. Long, of the Speed Scientific 
School at the University of Louisville. 

Further information is available 
from Professor Albright, Purdue Uni- 
versity, Lafayette, Ind 


SOCIETIES 


A committee to investigate organiz- 
ing a society or association for those 


WHEN YOUR PROBLEM IS 


PIPE COILS 


ask for Bulletin 355—-52 pages 
of valuable information on the 
DEAN THERMO-PANEL COIL 
which is NOT a coil at all. Ie 
TAKES THE PLACE of pipe 
coils. See our advertisement in 
last month's issue of this journal. 


DEAN THERMO-PANEL COIL DIVISION 
DEAN PRODUCTS, INC. 622 Franklin A. 
BROOKLYN 38, fy. Y STerling 9-54 
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concerned with vacuum metalizing 
met January 31, 1957, in Cleveland. 
The following people were present: 
Malcolm 8S. Adler, F. J. Stokes Corp.; 
T. J. LaBounty, Logo, Inc.; Francis 
B. Dalton, Vac-Art, Inc.; Charles Ma- 
tilo, Vacuum Metalizers, Inc.; How- 
ard Farrow, NRC Equipment Corp.; 
Chester G. Northrup, Consolidated 
Electrodynamics Corp.; William A. 
Gibbons, Vacuum Metalizers, Inc.; 
James R. Sims, Delco Remy, Div., G. 
M.C.; C. W. Hamilton, Amos-Thomp- 
son Corp.; and Stanley Wasilewski, 
Buffalo Molded Plastics. 

The committee concluded that be- 
cause of wide interest in all types of 
vacuum metalizing, such an organi- 
zation has value. It was agreed that 
such an organization could aid in 
creation of standards on an industry- 
wide basis 

Consideration was given to the pos- 
sibility of establishing a central la- 
boratory as a clearing house for infor- 
mation. 

The committee also suggested that 
such an organization aid in establish- 
ing business ethics for the metaliz- 
ing industry. Another purpose of the 
organization would be to educate the 
public regarding vacuum metalizing, 
by means of magazine articles and 
news releases 

At the next meeting, the name of 
the organization will be decided up- 
on; a committee on constitution and 
by-laws will be appointed; and a fi- 


Fig. 1—Malvern J. Hiler, president, The Com- 
monwealth Engineering Co. of Ohio, discusses 
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nancial committee to study dues, ini- 
tiation fees and expenditures will also 
be appointed. 

Selection of officers will not take 
place until several meetings have tak- 
en place. Mr. LaBounty has _ been 
elected temporary chairman in the 
interim. 

The next general meeting will be 
held at the Hotel Statler, Cleveland, 
Ohio, on April 3, 1957. All those in- 
terested in participating in an or- 
ganization devoted to vacuum meta- 
lizing are invited to attend 


The 45th Annual Educational Ses- 
sion of the Chicago Branch, A. E. S., 
was held Jan. 26 in the Conrad Hilton 
Hotel. Malvern J. Hiler, president, The 
Commonwealth Engineering Co. of 
Ohio, spoke on “Gas Plating.” Dr. J 
H. Monaweck, associate chemical en- 
gineer, Argonne National Laborator- 
ies, discussed “Structural Materials in 
Reactor Design Dr. L. D. McGraw, 
assistant chief of the Electrochemical 
Engineering Div., Battelle Memorial 
Institute, presented a paper on 
“Hydrogen Embrittlement 

R. Scott Modjeska served as modera- 
tor for the Educational The 
meeting was concluded by the usual 
fine banquet, entertainment, and 
dance 


Session 


“Gas Plating.”’ R. Scott Modjeska, educa- 
tional program chairman, is seated at right. 
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Fig. 2—-Speakers and Chicago Branch execu- 
Left to right: Paul Glab, secretary of 
Chicago Branch; Dr. L. D. McGraw; R. 


fives 


the 


3—The Metal Finishing Suppliers’ Asso- 
ciation held a meeting of the Board of 
Directors coinciding with the Chicago Branch 
Annual Meeting. Shown, left to right, are: 
Lovis J. Minbiole, Jr., Udylite Corp.; George 
A. Stutz, George A. Stutz Mfg. Co.; Wm. E. 
Belke, Belke Mfg. Co.; E. W. Couch, Lea Mfg. 
Co.; A. P. Munning, Munning & Munning, 


Fig 
Inc., 








th 


a4..4 


Scott Modjeska, moderator; J. M. Andrus, 
banquet and entertainment chairman; Mal- 
vern J. Hiler, Dr. J. H. Monaweck, speakers. 


Inc.; M. M. Beckwith, Harshaw Chemical Co., 
Ist vice president of M.F.S.A.; Sherman M 
Goble, Jr., Federated Metals Div., American 
Smelting & Refining Co.; H. D. Mcleese, 
Metal & Thermit Corp.; G. H. Huenerfauth, 
Crown Rheostat & Supply Co.; V. Finston, The 
Meaker Co.; R. F. Ledford, Industrial Filter & 
Pump Mfg. Co. (PRODUCTS FINISHING photo.) 
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Meeting plans for Chicago Job Shop Asso- 
ciation were discussed at January Board 
Meeting, which also included induction of 
new slate of officers and directors. Shown 
in photo, (standing, left to right) are: Her- 
bert E. DeGrenier, Grand Plating Company, 
secretary-freasurer; Ray Crawford, Riverdale 
Plating Co., director; (seated, left to right) 
Chet J. Kennedy, American Buffing & Process- 
ing Company, vice-chairman; and Harold W. 
Baker, Electro-Galvanizing Company, chair- 
man. Others elected to Board, but not shown 
in photo are as follows: John Halliday, 
Great Lakes Plating Company, Div. of Great 
Lakes Industries; Phil Ritzenthaler, Plating En- 
gineering Company, West Allis, Wisconsin; 
and John Samaras, C. S$. Samaras & Son. 


NECROLOGY 


vice 
Glass 
Pitts- 


Judson, 83, retired 
Pittsburgh Plate 
February 8 in 


Frank W. 
president of 
Company, died 
burgh, Pa 

With 60 years company 
when he retired in 1955, Mr. Judson, 
“dean” of the company's sales organi- 
zation I 


service 


was widely known throughout 


the automotive industry 
x «xe 


Rodwell Todd, secretary and direc- 
tor of Hanson-Van Winkle-Munning 


Company, died on Febru 
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MEETINGS of INTEREST 
fo FINISHERS 


Mar. 9. Annual Educational Session 
and Dinner Dance, Dayton Branch, 
A.E.S., Biltmore Hotel, Dayton, Ohio 

Mar. 11-15. 13th Annual Conference 
and Exhibition, National Association 
of Corrosion Engineers, St. Louis, Mo. 

Mar. 23. Annual Banquet and Edu- 
cational Session, Los Angeles Branch, 
A.E.S., Ambassador Hotel, Los An- 
geles, Calif. 

March 25-29. Tenth Western Metal 
Congress and Metal Exposition, Pan 
Pacific Auditorium, Los Angeles, Calif 

March 30. Fourth Annual Tri-State 
Regional Meeting, A.E.S., French 
Lick-Sheraton Hotel, French Lick, Ind 

Mar. 30. Annual Educational Ses- 
sion and Banquet, Rockford Branch, 
A.E.S., Faust Hotel, Rockford, Ill 

Apr. 2-4. Annual Meeting, American 
Hot Dip Galvanizers Association, Inc., 
Empress Hotel, Miami Beach, Fla 

Apr. 10-11. Annual Spring Technical 
Conference and Exhibition, Interna- 
tional Association of Electrotypers 
and Stereotypers, Hotel Statler, Buf- 
falo, N. Y. 

Apr. 24-25. Annual 
Industries Association, 
Chicago, Ill 

Apr. 25-26. 
American Zine 
ing, Galvanizers’ 
Hotel, Chicago, Ill 

Apr. 27. Milwaukee Branch Annual 
Meeting, Schroeder Hotel, Milwaukee 

Apr. 27. Symposium, “Important 
Engineering Considerations in the 
Plating Room,” Milwaukee Branch, 
A.E.S., Hotel Schroeder, Milwaukee 

Apr. 27. Third Empire State Re- 
gional Meeting, A.E.S., Grand Ball- 
room, Onondaga Hotel, Syracuse 
New York 

May 4. 2ist Annual Banquet and 
Technical Session, Boston Branch, A. 
E.S., Hotel Statler, Boston, Mass 

May LI. 39th Annual Banquet, Mas- 
ters’ Electro-Plating Association of 
New York, Plaza Hotel, New York 

June 16-20. 44th Annual Convention, 
A.E.S., Sheraton-Mount Royal Hotel 
Montreal, Canada 


Lead 
He yt el, 


Meeting, 


Drake 


39th Annual 
Institute, 36th 
Committee, 


Meeting, 
Meet- 
Drake 
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PRODUCT LITERATURE 


44. Cold Stripper 

Electro Cold Strippers quickly strip 
high-bake enamels, Japans, primers, 
hammers, epoxies. Information and test- 
ing sample available. Allied Finishing 
Specialties Co., 2641 W. Grand Ave., Chi- 
cago 12, Ill. 


45. Chemical-Resistant Clothing 
Clothing for use by people exposed to 
corrosive chemicals is discussed in a 
catalog being distributed by Resistall 
Work Clothes, Inc., Dept. P, 204 E. 23rd 
St., New York 10, N. Y. Specific resis- 
tances of Orlon and Dynel clothes are 
given to show the variety of reagents 
which these garments resist. 


46. Recirculating Ovens 
Information on recirculating 
which are said to deliver uniformly 
heated air for faster drying and baking. 
W. S. Rockwell Co., 2907 Eliot St., Fair- 
field, Conn. 


ovens, 


47. Temperature Control 
Data on the Thermoton, a 
steam trap that is designed 
approximate temperature 
steam-heated equipment in addition to 
removing the condensation. Sarco Co., 
Inc., Empire State Blig., New York 1, 
New York. 


48. Buffs 

Information on the advantages. of 
Schaffner Bias Buffs. Schaffner Manu- 
facturing Co., Ine., Schaffner Center, 
Emsworth, Pittsburgh 2, Pa. 


modified 
to provide 
control of 


49. Electrostatic Spray Equipment 
Literature on the Scientific Electric sys- 
tem of electrostatic spraying. Scientific 
Electric, 105-119 Monroe St., Garfield, 
New Jersey. 


50. High-Speed Silver 

Operating procedures, technical informa- 
tion, physical properties of Sel-Rex sil- 
ver plating process. Sel-Rex Corp., Pre- 
cious Metals Div., 155 Manchester PIl., 
Dept. PF, Newark 4, N. J. 


51. Filter Pump 

Information on the Sethco double-cart- 
ridge, self-priming filter pump. Sethco 
Mfg. Co., 70-72 Willoughby St., Brook- 
lyn 1, N. Y. 


52. Planning to Paint a Pyramid? 
Advantages and applications of Epon- 
resin-based finishes are described in this 
booklet. Shell Chemical Corp., Chemical 
Sales Div., 380 Madison Ave., New York 
Eiy oes. Bp 
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53. Cabinet Ovens 

Cabinet ovens bulletin describes features 
of Sly Cabinet Ovens for laboratory and 
production baking, drying and dehydrat- 
ing. The W. W. Sly Manufacturing Co., 
4784 Train Ave., Cleveland 1, Ohio. 


54. Degreasing Data 

Specifications and design features of a 
complete line of vapor degreasers design- 
ed for laboratory and production vapor 
degreasing. Mechanical Process Co., Inc., 
392 Valley St., South Orange, N. J. 


55. Barrel Finishing Media and 


Compounds 
Folder gives detailed information on 
more than 25 barrel finishing com- 
pounds, tells how to choose the proper 
chip or media. Speed-D-Burr Corp., 
3613-E San Fernando Rd., Glendale 4, 
Calif. 


56. Rinse Control Equipment 

Automatic control equipment designed 
to save unnecessary rinsing is describ- 
ed. Industrial Instruments, Inc., Cedar 
Grove, N. J. 


57. Bright Brass Plating 

Technical bulletin gives detailed informa- 
tion on True Brite Brass Solution, said 
to produce exceptionally uniform deposits 
of brass. True Brite Chemical Products 


Co., Box 31, Oakville, Conn. 


58. Belt-Driven Plating Barrel 

Illustrated catalog of Stutz belt-driven 
plating barrels. Geo. A. Stutz Mfg. Co., 
4410 Carroll Ave., Chicago 24, Ill. 


59. Stripping Copper 

3rochure tells how to strip copper with 
McKeon’'s Liquid Sulphur. Sulphur Prod- 
ucts Co., Inc., McKeon Blidg., 621 W. 
Pittsburgh St., Greensburg, Pa. 


60. Air Sanders 

Descriptions, illustrations of various 
models in a complete line of air-operat- 
ed sanding machines. Sundstrand Ma- 
chine Tool Co., Pneumatic Div., Rock- 
ford, Ill. 


61. Solvent Vapor Degreaser 
Information on compact Model 22 vapor 
degreaser. Tect, Inc., Dumont, N. J. 


62. Fused-Silica Immersion Heaters 
Illustrated bulletin shows Vitreosil im- 
mersion heaters, which are suitable for 
use in electroplating and pickling solu- 
tions. Thermal American Fused Quartz 
Co., Inc., 18-20 Salem St., Dover, N. J. 
63. Air-Dry Enamels 
Literature describes line of 
enamels. Thompson & Co., Inc. 
legheny Ave., Oakmont, Pa. 


air-drying 
1010 Al- 
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64. Thickness Tester 

Dermitron non-destructive thickness 
tester will check the thickness of met- 
als on metals, non-conductors on metals, 
and metals on non-conductors without 
destroying the Unit Process 
Assemblies, Inc., 61 E. Fourth St., New 
York 3, NN. ¥X. 

65. Tumbling Chips 

Information on and samples of process- 
ed limestone and red granite chips for 
finishing ferrous and non-ferrous metals. 
Universal Tumbling Supply Co., 14337 
Mansfield, Detroit 27, Mich. 


66. Acrylic Coatings 

Performance and application informa- 
tion on acrylic-based coatings. The Var- 
nish Products Co., 5204 Harvard Ave., 
Cleveland, Ohio. 

67. Rectifiers 

Specifications, technical information on 
Walker selenium rectifiers for electro- 
plating. Walker Div., Norma-Hoffmann 
3earings Corp., Stamford, Conn. 


68. Ten Advantages of Infrared 

3ulletin describes and illustrates 10 ad- 
vantages of using Chromalox Electric 
Radiant Heaters for baking and drying. 
Edwin L. Wiegand Co., 7522 Thomas 
Bivd., Pittsburgh 8, Pa. 

69. Filter for Water-Wash Booths 
Water-wash spray booths can be operat- 
ed continuously by equipping them with 
filter that removes overspray from the 
wash water. Also collects deactivated 
paint for reclaiming. Industrial Filtra- 
tion Co., 166 Industrial Ave., Lebanon, 
Indiana. 

70. Finish Before Forming 

Information on how to finish products 
before fabrication with the aid of Bon- 
derite phosphate coatings. Parker Rust 
Proof Co., 2172 E. Milwaukee, Detroit 
11, Mich. 

71. Combination Vapor Degreaser 
Rotomatic 
liquid solvent dip and vapor degreasing 
in an automatically timed cycle. Cata 
log contains information on this and 
other models. Phillips Mfg. Co., 3457 W. 
Touhy Ave., Chicago 45, Ill 

72. Automatic Polishing Machines 
Photographs show various setups for 
automatic polishing. Acme Manufactur- 
ing Co., 1400 E. Nine Mile Rd., Detroit 
20 (Ferndale), Mich. 

73. Chromate Conversion Coatings 
Reference File on Iridite Chromate Con- 
version Coatings. Describes complete line 
of conversion coatings. Allied Research 
Products, Inc., 4004-06 E. Monument St., 
Baltimore 5, Md. 


coating 


vapor degreaser combines 
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74. Copper Anodes 

Phosphorized copper anodes help to pro- 
duce a more uniform copper plate. De- 
tails available from American 
Co., Waterbury 20, Conn 


Brass 


75. Vapor Degreaser 

Information on the Aircon Model 75 va- 
por degreaser, a medium-sized degreas- 
er designed to fill the gap between port- 
able degreasers and large, high-produc- 
tion degreasers. Armstrong & White, 
Cheswick, Pa. 


76. Paint Heaters 

Bulletin tells how hot spray can improve 
paint finishes, contains illustrations of 
several models of paint heaters. Bede 
Products Corp., Jackson St., Dept. 1 
Amherst, Ohio. 


77. Cleaning Compounds 

3ulletin discusses complete line of in- 
dustrial cleaning compounds and _ sol- 
vents. Includes information on mate- 
rials for steam cleaning; liquid alumi- 
num cleaners; emulsion cleaners; and 
non-flammable paint removers. Brulin & 
Co., 2639 Columbia Ave., Indianapolis 
7, Ind. 


78. Tumbling Grain 

Information on fused aluminum 
tumbling grain. Carborundum Co 
gara Falls, N. Y. 

79. Automatic Polishing Machinery 
Information on automatic polishing ma- 
chines: tandem-roll horizontals, single- 
roll horizontals, and verticals. Central 
Machine Wks., 72 Commercial St., Wor- 
cester 8, Mass. 


80. Expanding Contact Wheels 
Literature tells how slotted rubber con- 
tact wheel improves polishing with 
abrasive bands and cones. Chicago Rub- 
ber Co., Inc., 651 S. Market St., Wauke- 
gan, Illinois. 


81. Silver Anodes 

Information on scientifically shaped sil- 
ver anodes. American Platinum Works, 
231 New Jersey Railroad Ave., Newark 
6, &.. db. 


82. Automatic Plating Barrels 

Details on automatic plating barrels, 
the advantages of the automatic barrel 
plating process. Frederic B. Stevens, 
Inc., 1816 Eighteenth St Detroit 16, 
Mich. 


83. Fused-Quartz Infrared Ovens 
Folder explains advantages of 
Clepco Fused-Quartz Radiant Ovens for 
baking and drying. The Cleveland Proc- 


ess Co., 1965 E. 57th St Cleveland 3 
Ohio 
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84. Automatic Spray Painting Machine 
3rochure on an automatic reciprocat- 
ing-type spray painting machine. In- 
cludes illustrations and complete descrip- 
tion of this air-operated, electrically 
controlled machine designed for the 
spraying of areas up to 12 inches wide 
and 40 inches long. Conforming Matrix 
Corporation, 356 Factories Building, To- 
ledo 2, Ohio. 


85. Heat Exchanger 

Bulletin No. 257 contains information on 
the Dean Thermo-Panel Coil, used for 
industrial heating and cooling processes. 
Two metal plates are welded together 
after one or both of the plates are em- 
bossed. The embossed spaces form flow 
channels for heating or cooling media. 
Dean Thermo-Panel Coil Div., Dean 
Products, Inc., 622 Franklin Ave., 
Brooklyn 38, N. Y. 


86. Tack Cloth 
Information on specially treated cloths 
that quickly pick up dust and particles 
prior to painting, thus help to produce 
a finer finish. Detro Sales Co., Inc., Cul- 
ver City, Calif. 


87. Pneumatic Sander 

Information on the Easy Dual Action 
Sander. Detroit Surfacing Machine Co., 
1266 East Eight Mile Rd., Detroit 20, 
Mich. 


88. Chemicals You Live By 

Interesting booklet gives story of chemi- 
cals manufactured by Diamond Alkali 
Co., their uses and something about how 
they are produced. Diamond Alkali Co., 
300 Union Commerce Bldg., Cleveland 14, 
Ohio. 


89. Cleaning, Stripping Compound 
Booklet entitled ‘‘Dow Sodium Orthosili- 
cate’’ describes use of this chemical in 
dip, soak and electrolytic cleaning. The 
Dow Chemical Co., Dept. AL 607L-1, 
Midland, Mich. 


90. ‘‘Hollow Air’’ Spray Gun 

Literature tells how the “hollow air’ 
spray pattern can improve paint finish- 
ing. Black Manufacturing Co., Living- 
ston, N. J. 


91. Metal Cleaning Machinery 
Literature on metal cleaning and treat- 
ing machinery. Cincinnati Cleaning and 
Finishing Mechry. Co., 2008 Hageman 
St., Cincinnati 41, Ohio. 


92. Barrel Finishing Chips 
Data sheet shows various sizes of alu- 
minum oxide barrel finishing chips, dis- 
cusses advantages of using this type of 
chip. Esbec Barrel Finishing Corp., 192 
Beech St., Byram, Conn. 


154 products finishing 


93. Tumbling Abrasives 

Folder gives recommendations on the 
proper tumbling abrasives to use for va- 
rious applications. The Exolon Co., 943 
E. Niagara St., Tonawanda, N. Y. 


94. Why Hot Spray? 

Facts about the hot-spray process are 
contained in a booklet that includes case 
histories and questions and answers 
about this process. Spee-Flo Corp., Dept. 
PF-32, 720 Polk Ave., Houston, Texas. 


95. Temporary Protective Coating 
Literature contains complete informa- 
tion on Laqua, which displaces water 
from a surface and at the same time 
deposits a thin protective film that will 
not interfere with most subsequent fin- 
ishing operations. Fidelity Chemical 
Products Corp., 472 Frelinghuysen Ave., 
Newark, N. J. 


96. Scratch Thickness Gage 

Description of an instrument for meas- 
uring the thickness of coatings. Gardner 
Laboratory, Inc., P. O. Box 5728 PF, 
Bethesda 14, Md. 


97. Roller Coating Machine 

Bulletin describes and illustrates Gas- 
way 32B Basic Heavy Duty Rollacoat 
Machine. Gasway Corporation, 6463 N. 
Ravenswood Ave., Chicago 26, Ill. 


98. Plating Solution Filters 

Folder describes outstanding features of 
filters specifically designed for handling 
plating solutions. The Udylite Corp., De- 
troit 11, Mich. 


99. Germanium Rectifiers 

Bulletin GED 2934 describes an air-cool- 
ed germanium plating rectifier that fea- 
tures new cooling system design, remote 
control and automatic voltage stabiliza- 
tion in ratings from six to 24 volts and 
750 to 12,000 amperes. General Electric 
Co., Section 463-15E, Schenectady 5, 
New York. 


100. Buffing Machines 

Information on buffing machines design- 
ed for various applications. Clair Man- 
ufacturing Co., Inc., Olean, N. Y. 


101. Barrel Finishing Machinery 

A 20-page catalog of barrel finishing ma- 
chinery. Globe Div., Casalbi Co., 546 
Wayne St., Jackson, Mich. 


102. Spray Booth Coatings 

Boothguard strippable fire-safe mainte- 
nance coating covers booth walls com- 
pletely in one application. Guard Coat- 
ings Corp., 8-05 43rd Ave., Long Island 
imay 3, 2m. s. 
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103. Electroplating Processes 

Bulletin EP-100 contains data on solu- 
tion preparation, type of deposit produc- 
ed, operating conditions, equipment re- 
quired and applications for H-VW-M 
plating processes: alloy, cadmium, 
bright copper, lead, bright nickel, black 
nickel, bright silver, bright zinc, nickel, 
barrel silver and others. Hanson-Van 
Winkle-Munning Co., Church St., Mata- 
wan, N. J. 

104. Spray Painting Equipment 
Describes and pictures Eclipse hand and 
extension guns in action. Information 
on Eclipse low pressure spray painting 
equipment for applications where a 
spray booth is not practical. Eclipse Air 
Brush Co., 390 Park Ave., Newark, N. J. 


105. ‘‘Teflon’”’ Lined Pipe 

Bulletin T-100 describes the application 
of ‘Teflon’ as a liner for steel pipe. 
Pipe lined with ‘‘Teflon’’ will withstand 
severely corrosive conditions and tem- 
peratures as high as 350 deg. F. Halo- 
carbon Division, Haveg Industries, Inc., 
914 Greenbank Rd., Wilmington 8, Del. 


106. Flat-Polishing Machine 

Folder contains descriptions of three 
types of abrasive belt polishing ma- 
chines for polishing flat surfaces. Hill 
Acme Co., 1209 W. 65th St., Cleveland 
2, Ohio. 


107. Bright Nickel 

Outstanding features of Perglow bright 
nickel are detailed in literature which 
includes information on specific proper- 
ties of this deposit, such as brightness, 


leveling, ductility, ease of operation, 
tolerance to impurities and ease of chro- 
mium plating over this nickel. Harshaw 
Chemical Co., 1945 E. 97th St., Cleveland 
6, Ohio. 

108. Tubular Screen Filter 

3rochure describes operation of auto- 
matic, self-cleaning Filter-Matic Tubu- 
lar Screen Vacuum Filter. Units offer 
advantages in saving floor space, high 
flow capacity with filtration for low mi- 
cro-inch finish requirements. Industrial 
Filtration Company, 166 Industrial Ave., 
Lebanon, Indiana. 

109. Plastic Equipment 

Specifications and performance data on 
a complete line of unplasticized rigid 
polyvinyl chloride blowers for expelling 
corrosive air, fumes and gases. Indus- 
trial Plastic Fabricators, Inc., Norwood, 
Mass. 

110. Spin-N-Spray Washer 

Washing machines with ‘spin § and 
spray’’ design help remove stubborn dirt 
from parts. Industrial Systems Co., Ma- 
tawan, N. J. 
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111. Rustproofing 

Information on the Metabond rustproof- 
ing process. International tustproof 
Corp., 1575 Merwin Ave., Cleveland 13, 
Ohio. 

112. Used Finishing Equipment 
Information on used buffing and polish- 
ing equipment. J. Holland & Sons, Ine. 
485 Keap St., Brooklyn, N. Y. 

113. Acid Dip 

Detailed information on Metex M-629, a 
dry replacement salt for acid dipping 
all base metals. MacDermid, In« Wa- 
terbury 20, Conn, 

114. Automatic Polishing and Buffing 


Machines 
Catalog No. 50 describes and tells ad- 
vantages of indexing rotary automatics, 
continuous rotaries, straight lines, 
abrasive belt types and small automa- 
tics. Hammond Machinery Zuilders, 
Inc., 1622 Douglas Ave., Kalamazoo, 
Mich. 
115. Don’t Throw Away Nubbins 
Information on a service: remelting and 
recasting buffing compound  nubbins. 
McAleer Manufacturing Corp., 101 S. 
Waterman, Detroit 17, Mich. 
116. Degreasers 
Folder contains details on laboratory, 
two-dip, three-dip, vapor-spray, barrel- 
type, automatic, semi-automatic and 
special degreasers. Mechanical Process 
Co., Inc., 392 Valley St., South Orange, 
N. J. 
117. Soft Abrasive Wheel 
Uses of Grind-O-Flex Wheel range from 
smoothing and polishing to light grind- 
ing of flat and contoured surfaces. This 
versatile wheel is made up of hundreds 
of coated abrasive leaves. Data sheet 
describes fully. Merit Products, Ince., 
Culver City, Calif. 
118. Chromium Plating Process 
3ulletin SRHS-3, giving technical infor- 
mation on SRHS chromium plating so- 
lutions, tells how these solutions auto- 
matically maintain the proper concen- 
tration of important chemical 
tuents. Metal & Thermit Corp 
way, N. J. 
119. One-Step Stripping 
R & P Stripper No. 27 removes rust 
paint, phosphate coatings and other 
soils. Folder tells how. Metasurf Corp 
12830 Eaton Ave., Detroit 27, Mich 
120. Plating Stop-off 
Descriptive literature on Miccrostop, a 
material used for masking of machined 
parts in all plating operations, to pro 
duce hairline demarcation Michigan 
Chrome and Chemical Co., 8615 Grinnell 
Ave., Detroit 13, Mich 
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121. Phosphatizing Large Areas 

Bulletin tells how to phosphatize 
large equipment such as cabi- 
nets, trucks, trailers, busses, and farm 
implements with Phosteem, a new proc- 
ess for cleaning and phosphatizing met- 
al surfaces. Neilson Chemical Co., 6561 
Benson St., Detroit 7, Mich. 


122. Industrial Ovens 

Bulletins show a complete line of indus- 
trial ovens of various types. Newcomb- 
Detroit, 5761 Russell St., Detroit 11, 
Mich 


123. Barrel Finishing Manual 

A 55-page manual on barrel finishing, 
containing useful information on the 
process and equipment involved. Norton 
Co., Worcester 6, Mass. 


55-137 


bulky 


124. Cold Degreasing Solvent 

Data on Kearall 95, a cold degreasing 
solvent that can be used for drum clean- 
ing of small parts, tank cleaning in 
quantity, and conveyorized degreasing. 
Ask for Data Sheet No. SS-195. Octagon 
Process, Inc., 15 Bank St., Staten Is- 
land 1, N. Y. 


125. Harder Finishes 


Information on the hardness and other 


advantages of isophthalic-based 
finishes. Oronite Chemical Co., 200 
St., San Francisco 20, Calif. 
126. Manual Spray Guns 

Catalog 2 discusses construction features 
and advantages of latest-model Paasche 
manual spray guns. Includes list of air 
accessories. Paasche Airbrush 
Co., 19099 W. Diversey Parkway, Chicago 
14, Ill 

127. Copper Sulfate 
Information on copper 
Dodge Refining Corp., 300 
New York 22, N. Y. 

128. Cleaning Handbook 
Handbook describes methods to use in 
cleaning various articles for finishing. 
Magnus Chemical Co., Inc., 208 South 
Ave., Garwood, N. J 


129. Alloy Plating 

Technical data on alloy plating proc- 
Promat Div., Poor & Co., 851 S. 
Market St., Dept., PF-2, Waukegan, III. 
130. Paint Products 

Information on lacquers, enamels, thin- 
related products. Randolph Prod- 
Carlstadt, N. J. 


131. Automatic Cleaning Machine 
Complete details on a washing machine 
that takes parts loaded in tote pans, 
washes and drys them, discharges them 
dry in same tote pan. Ransohoff, Inc., 
610 N. Fifth St., Hamilton, Ohio. 


paint 
3ush 


caps and 
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Park Ave., 
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132. Barrel Finishing 

Technical data folder describes chips 
and compounds, line of barrel finishing 
machines, processes for deburring, de- 
sealing, grinding, polishing and surface 
improvement. Roto Finish Co., 3704 
Milham Rd., Kalamazoo, Mich. 


133. Dip Finishing 
Information on paints especially formu- 
lated for dip tank application. Sherwin- 
Williams Co., General Industrial Div., 
Cleveland 1, Ohio. 


134. Copper Brightener 

Information on Argol-X, a brightener 
for use in copper plating’ solutions. 
Smoothex, Inc., 10705 Briggs Rd., Cleve- 
land 11, Ohio. 


135. Brass Bright Dips 

Data sheet describes equipment, proce- 
dures and materials for removal of 
oxides and stains from copper, brass, 
bronze, beryllium copper and other cop- 
per alloys. The Swift Industrial Chemi- 
cal Co., Canton, Conn, 


136. Plating Solution Filters 
Description, specifications 
graphs of horizontal plate filters for 
bright nickel, cyanide solutions, gray 
nickel-chrome, other solutions. Sparkler 
Mfg. Co., Mundelein, III. 


137. Flow Coating 

Information on finishing by the flow- 
coat process is contained in booklet that 
includes photographs of typical applica- 
tions. George Koch Sons, Inc., Evans- 
ville 4, Ind. 


138. Polishing Head 

Murray Way's No. 55 Head 
right- or left-hand operation, universal 
positioning, full work contact. Murray- 
Way Corp., P.O. Box 180, Maple Rd. 
East, Birmingham, Mich. 


139. Protect Plated Parts 

How to protect polished and plated parts 
by using Neotex, an open-pattern neo- 
prene rubber mesh matting that can be 
used to line any surface where goods 
are worked on or are in transit. Re- 
search Products Corp., Dept. 76, Madi- 
son 10, Wisconsin. 


140. Conveyors 

Folder shows some of the many appli- 
cations of Richards-Wilcox Zig-Zag Con- 
veyors. Richards-Wilcox Mfg. Co., Au- 
rora, Ill. 


43. More Paint Per Coat 

Zulletin F-286 gives facts on how hot 
spray process can aid in producing a 
heavier film in a single application of 
paint. The DeVilbiss Co., Toledo 1, 
Ohio. 
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Classified Advertising 


Services—Position Opportunities—Used Machinery and Equipment. For rates and 
other information address: PRODUCTS FINISHING, 431 Main St., Cincinnati 2, Ohio 





SOUTH FLORIDA TEST SERVICE 


Testing—Inspection—Research— 
Engineers 


Consultants and specialists in corrosion, 
weathering and sunlight testing. 


4201 N.W. 7th St. © Miami 34, Florida 








REPRESENTATIVES 


Distributors, sales and service representatives, 
and monufacturers agents wanted by leading 
eastern chemical to distribute 
and sell complete line of metal finishing com 
pounds: alkaline cleaners and solvents; plat 
ing solutions, additives and finishes; phosphat 
ing compounds; paint and metal strippers. Sev 
eral territories open. Excellent opportunities. 
Please give complete details. All replies kept 
in confidence. Address Box 31, c/o Products 
Finishing, 431 Main St., Cincinnati 2, Ohio 


manufacturer, 


SALES ENGINEER 


Experience required. Large and smal! 
accounts. Territory established. Full training pro 
gram. Degreasers, phosphatizing washers, alka 
line washers, ultrasonic metal cleaning equip 
ment and solvents. Salary plus incentive 


CIRCO EQUIPMENT COMPANY 


51 Terminal Avenue 


ndustrial 


Rahway, New Jersey 








ELECTRO-PLATING PROBLEMS? 


Research Staff and Laboratory to assist in solv 
ing electro-plating problems. Elect your type of 
program either fee and/or bonus basis 
GRASS LAKE PLATERS, INC. 
936 N. Telegraph Road, LOgan 5-7800 
Dearborn, Michigan 

















ATTENTION SALESMEN 


If you have been wanting to better your 
position and work for a progressive, ex 
panding organization, we have openings 
for six men with sales or plating and pol- 
ishing experience. 

Territories involve New York State, West 
ern Pennsylvania, Ohio, and Indiana. 

Our organization offers a complete line 
of supplies and equipment for metal fin 
ishing. 

Replies will be kept confidential. 

THE G. S. EQUIPMENT CO. 


THE GENERAL SUPPLY CO. 
15583 Brookpark Road, Cleveland 11, Ohio 


WANTED 
SALES ENGINEERS 


With experience in Heat Processing 
Equipment and Industrial Ovens. To repre 
sent a well established, respected, national 
organization with open exclusive territories 
in Philadelphia, Baltimore and Indianapolis 

Applicants should be familiar with these 
territories and manufacturers there. Replies 


confidential. Write to Box No. 32, </o 


Products Finishing, 431 Main Street, Cir 


cinnati, Ohio. 


ALINA LUYUOddGdO 











Circle number 


nformation on produ: 














The Los Angeles Branch of the 
American Electroplaters’ Society 
will hold its 27th Annual Technical 
Session and Dinner Dance on Sat- 
urday, March 23, at the Ambassador 
Hotel in Los Angeles, Calif 

Papers to be presented are as fol- 
lows: Practical Plating Prob- 
lems, by Dr. Samuel Heiman, presi- 


SOE 





dent of the A.E.S.; 
plating Solutions in 
Walter Meyer, president of Enth 
Inc.; and FElectrodeposition o 
tanium Alloys, by Leo Missell 
Lockheed Aircraft Cory 
Activities ol the day inciude 
noon-day luncheon and evenin 


ner-dance 


Seeing ig les 


Action ) 


neer, 
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By J. A. Patterson 
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“No, | don’t think it’s a swell idea --- Now get 
him th’ Blazes out of here!’’ 
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THE SOLVENT 


WITH THE 


of aluminu! at i greater 


ORIGINAL icids, oils and coolants. Blac« 


its stability after repeated distil 


NEUTRAL 


By ce mparison, Blacosol the mo 


STABILIZER solvent you can buy 


Write for Complete information on Blacosolt 


Degreasing Solvent and Blakeslee Degreasers 


G. S. BLAKESLEE & CO. jinn oec tos actus «toronto 


also Manufacturers of Blakeslee Metal Washing and Surface Treatment Machines 
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STRIP...DON’T “BANG”! 


Ya 


METEX METAL STRI 


eliminates costly rack maintenance and repair 


strip all commercial coatings quickly, easily 
and safely (except chromium and precious metals) from 
stainless steel and aluminum. No more rack damage from 


hammering and pounding to remove coating! 


use this liquid acid immersion stripper 
full strength at room temperature. Requires little control and 
no electric current Solution has unusually long life 
Call ao Mac Dermid representative right away. Find out how 
you can solve rack stripping problems, save valuable plating 
metal, improve the plating job all with METEX METAL STRIPPER SS 


MAC DERMID 
« Gneoporated, 


WATERBURY 20, CONNECTICUT 
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THERE IS A BETTER WAY TO 


4 o 


\FETIMLE PROTECTION 


AGAINST RUST—USE 


ETREX 


(J aintbond 





Corrosion is the arch enemy of your product's 
paint finish...it is the direct cause of peeling, 
flaking and unsightly stains. With Paintbond 
you can effectively (and economically) foil the 
demon rust for a lifetime regardless of the condi- 
tions under which the product is normally used! 


Paintbond is a zinc-iron phosphate coating, 
applied directly to the metal prior to painting. 
Applied by either dip or spray, Paintbond 
provides a moisture-proof fine-grain crystalline 
coating which is chemically interlocked with the 
metal surface. When paint is applied over it, the 
paint flows into the microscopic crevices between 
the crystals and is securely interlocked with 
the metal 


HEMICAL 


Paintbond thus puts an end to peeling and fla 
ing, thoroughly seals the metal from moisture 
Even when the paint is scratched throug} 


Paintbond confines rust to the expose 
metal only! No more spreading rust or ugly stai 
around the scratch. 


Important, too, is the fact that Paintbond wi 
impart a far more lustrous, attractive surface 
your paint finish and thus increase sales appe 
as well. 


If you paint your product it will pay you to inve 
tigate the advantages of Paintbond. Just drop 
a line or call the nearest Detrex sales office fq 


full particulars. 
12 


STRIE INC 


INDU 





TET REX 


DEGREASERS  e 
AND EMULSION CLEANERS » 


DEGREASING SOLVENTS  e 


303 on 


BOX 501, DETROIT 32, MICHIGAN 


WASHERS e ALKALI 
PHOSPHATE COATING PROCESSES 





